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FERROCARBO 
by CARBORUNDUM 





THROWN INTO THE CHARGE, FERROCARBO® in patented briquette form, lets | . 
you give your Customers gray iron castings that are finer-grained, denser, : FERROCAREO” DISTREUTORS: 
stronger... with fewer chilled spots and segregations. Machining tests KERCHNER, MARSHALL & CO. 
in 11 leading shops prove that castings of gray iron treated i PITTSBURGH « Cleveland « Buffal 
with iene ARBO® ave raged 89.5% greater machinability per tool than ; Philadelphia + Birmingham + Los Angeles 
untreated castings. And deoxidizing with FERROCARBO® generally } 


permits use of cheaper melting materials in the charge...so jou make ; MILLER & COMPANY 





worthwhile saving while giving your Customers premium Castings. . CHICAGO « St. Louis « Cincinnat 
OVER 600 LEADING FOUNDRIES are now using FERROCARBO® to | 
produce superior castings —both gray iron and malleable. WILLIAMS & WILSON 
Are you among them: | TORONTO « Montreal « Winds« 


GET THIS FREE BOOKLET! Gives benefits, results, instructions for use of FERROCARBO®, 
Write The Carb dum (¢ pany, Dept. F 84-511, Niagara Falls, N. Y 


“Carborundum” and “’Ferrocarbo” are trademarks which are registered in the U.S. by The Carborundum Company, Niagara Falls, New York, 
and in Canada by Canadian Carborundum Company, Ltd., Niagara Falls, Ontario 
, 


















When you plan an 


electric furna a 


COMPARE COSTS PER TON OUTPUT 


In these highly competitive times, we must be penny- 
wise and pound-for-pound-wise in figuring the costs 
of an electric furnace. Cost per ton of output is the 





wise way! So compute your costs by considering all 
factors! Here is why the Whiting Hydro-Arc Electric 
Furnace costs less per ton of melt! 










Learn the Facts 
Write today for Whiting Bulletin 
FY-168, which gives more complete informa- 
tion on how Whiting Features keep costs 
down, production up! 


WHITING CORPORATION 


15607 Lathrop Avenue, Harvey, Illino’s 
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(1) INSTALLED COST IS LESS because: 


(1) the Whiting furnace foundation is simple 

(2) itis completely assembled before shipment and shipped 
as fully assembled as practical 

(3) cables are completely assembled 

(4) all in-board wiring is finished and terminated at coded 
terminal blocks. 


(11) OPERATING COST IS LESS because: 


(5) electrode consumption is less 

(6) electrode breakage is practically non-existent 

(7) ee energy usage for comparable operations is 
ow , 

(8) top-charge, electrodes, furnace tilt and electrode 
clamps all operate quickly and efficiently 

(9) transformer is designed to do the best job 

(10) faster heats, more tons per hour 


(111) MAINTENANCE COST IS LESS because: 


(11) fewer working parts 

(12) conveniently arranged working parts 

(13) roofs are interchanged in 15 to 30 minutes 

(14) refractory costs are at least 15 per cent less 

(15) top-charge always in alignment 

(16) all parts exposed to excessive heat are amply water- 
cooled 

(17) smooth hydraulic operation of electrodes, furnace 
tilt, roof lift, and swing 


So when you are buying an electric furnace, consider in- 
stallation, operation and maintenance costs, quality of 
product and speed of operation. You’ll find that Whiting 
melts cost less. Let us prove it to you. Talk things over 
with a Whiting Hydro-Arc Engineer! 
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the standard of the world for 30 years 


Bentonite was first developed in 1925, by FEDERAL, as an admix to molding and core sands. 
FEDERAL GREEN BOND was introduced at that time as a pure bentonite of the highest quality, 
specially processed for foundry use. It’s been just that ever since—unadulterated, untreated, 
free of chemicals or other ingredients detrimental to foundry sands or operating conditions. 

FEDERAL GREEN BOND is supplied in three convenient forms: (1) PULVERIZED—for gen- 
eral foundry use as a dry additive for core and molding sand; (2) GB-100 FINE GRANULAR 
—a dry additive with low dust content, for core and molding sand; (3) No. 1200 SLURRY 
GRADE GRANULAR—for use as a wet additive. 

Next time you buy bentonite—buy the “Best of the Bentonites’, the old reliable— 
FEDERAL GREEN BOND! 


FEDERAL warehouses are located in CHICAGO - CHATTANOOGA - CROWN HILL, WEST VA. - DETROIT - MILWAUKEE - NEW 
YORK - RICHMOND, VA. - ST. LOUIS - UPTON, WYO. FEDERAL GREEN BOND is also available in BIRMINGHAM 
JACKSONVILLE, FLA. - LOS ANGELES - MINNEAPOLIS - OAKLAND, CALIF. - PORTLAND and SEATTLE, WASH. 
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THE COVER: Two scenes from 
the production lines of the new 
foundry, Chevrolet Motor Divi- 
sion, General Motors Corp., 
Tonawanda, N. Y. See p. 112 
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Here's how: 


1) ADM Makes all types of binders Urea ang Pheno] 
Synthetic resins, alkyds, Dp cess an Process 
binders, Numeroy P&Ci fic_purpose LINOILS and 
S€vera] fast~bakj g INDUCTOLS. erefore we 
Can impartially Prescribe € type that is Tight 
for your SPECi fic 2Pplicatj 

2) ADM Core binders Can often Cut your Core oj] Costs 
10c to Per allon due to Our Complet ly 
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IS THE HEAVY) 


HAND V/A 
OBS 


OLD STYLE, INEFFICIENT CORE OVENS 


with antiquated hand firing and charging Then too, there is the problem of a high 
methods can add appreciably to your percentage of rejects in old oven produc- 
operating costs. tion. Can you afford this? 








1. Drawer Type Oven 
2. Single Compartment Rack Type Oven 
3. Car Type Oven s 





Isn't this an opportune time to examine closely the oven 
facilities of your foundry fora possible improvement? The 
average foundry requirements can be met with standard 
LANLY units. Custom designed units for core baking, 
pasting and mold drying are part of LANLY’S services, as 
well as ovens for casting conditioning and heat treating. 


Wie 
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vane von we er amee MOORS 


THE LANLY COMPANY + 760 PROSPECT AVE 
AND FACTS ON ANY INSTALLATION CLEVELAND,OHIO 
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the core coating \ 
doing the job at America’s 
newest automotive foundry 





SS 














Getting barrel cores and cylinder jacket cores to the 
pouring line on time and in perfect condition is vitally 
important in automotive engine production. In the 
newest of these foundries, MEXADIP is doing its part 
... doing the best core coating job and helping to 
keep the lines running on schedule. 


MEXADIP has done the job consistently for years in 

some of America’s largest foundries. It’s a refractory 

core coating that has all the ‘built in’ requirements 

the modern foundryman demands. Requires only water 

to prepare * does not ferment * contains its own binder 

¢ used for green or baked cores . . . in fact, if your cores are 
large or small, for ferrous or non-ferrous casting, large production or batch 
jobs, MEXADIP is the one core coating you can depend upon for 

all your production. 
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Barrel cores awaiting transfer to conveyor 
racks for baking oven after being coated 
with Mexadip. 


Spraying cylinder jacket cores with Mexadip 


e, . . ~~ 


after cleaning. 
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CUT 
CORE-MAKING 


COSTS 


WAYS 


by the CO, 
Process 


<o 


ANRIMENR 


ARE LARGE CORES A PRODUCTION 
BOTTLE-NECK IN YOUR OVENS? 

You can now cut costs by hardening these 
cores in a few seconds by this COz process. 


Eliminates drying ovens and their main- 
tenance. Saves fuel and labor costs. 


GREATLY SPEEDS CORE-MAKING. 


No waiting, no storage of cores necessary 
— cores hardened in the core box can be 
used immediately. Save a whole day’s time 
on rush orders. 


Nails, gaggers and wires are practically 
eliminated since core hardens right in 
corebox. 


Because of the greatly improved accuracy 
with this method, casting tolerances may 
be held to a few thousandths of an inch. 


Facing very large molds with Steinex 
Sand eliminates necessity of oven drying. 


PHONE OR WRITE FOR FULL INFORMATION AND LITERATURE 


Wanufactured by 


FOUNDRY PRODUCTS CO. 


’ 


and HANSBERG 
CORESHOOTERS 


HANSBERG 
CORESHOOTER 


Here is an entirely new type of 
core-making and shell-molding ma- 
chine, It incorporates a new funda- 
mental principle referred to as the 
“SHOOT.” Uses very little com- 
pressed air. Economical for mass 
production and SHORT RUNS AS 
WELL. Incredibly fast production 
time is assured. 


STEINEX BINDER 


STEINEX is a remarkable core 
sand binder. Cores and shell molds, 
made of core sand mixed with 
STEINEX, can be hardened in a 
few seconds by the injection of 
carbon dioxide. 

These cores and molds may be 
cast IMMEDIATELY. 
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_._ AND GET (MOE PERFECT CASTINGS 
a 


DELTA Z-KOAT and ZZ-KOAT Washes are easy to mix and easier to apply. After 
mixing, there is no danger of precipitation and, when dried, they are completely mois- 
ture-proof. Applied by swabbing, dipping or brushing, they adhere uniformly to 
the sand and produce smooth, highly-refractory surfaces. 


Both DELTA Z-KOAT and ZZ-KOAT Washes have unusually high fusion points 
and, because of their high heat conductivity, provide a more rapid surface-metal set. 
Both washes are economical to use. 


DELTA Z-KOAT contains zirconium plus other high fusion refractories and 
DELTA ZZ-KOAT is an all-zirconium type wash. 








ZIRCONIUM WASHES 
feoat ANG 12-50 


Working samples and complete lit- 
erature on Delta Foundry Products 








will be sent to you on request for 


DELTA OL PRODUCTS CO 


test purposes in your own foundry. 





DELTA OIL PRODUCTS CO. MILWAUKEE 9, 
WISCONSIN 


MANUFACTURERS OF SCIENTIFICALLY CONTROLLED FOUNDRY PRODUCTS 
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UP TO 350° 


Hotter. 


UP TO 450° 


Hottest 


UP TO 600° 





There’s a job-designed 
Imperial SAHARA BELT 
to cut your belting 


costs 
YOU EXPECT MORE AND 
YOU GET MORE FROM IMPERIAL 


Write for information and 
case histories. 











BELTING CO. 


1755 S. Kilbourn Avenue 
Chicago 23, Illinois 











FIRST in stitched canvas 
belting for over 45 years 


10 


With the 
EDITORS 





debe FOUNDRY LIST: Back 
about the beginning of the century, 
FOUNDRY undertook the preparation 
of a list of foundries in the United 
States and Canada. It was published 
as Penton’s Foundry List. Since that 
time, with the exception of a short 
period during the thirties, a new PFL 
directory has been published every 
other year, and has been found ex- 
ceptionally useful to foundrymen, 
their suppliers and government. In 
fact, during the war, it was the main 
source of information on location of 
casting capacity for government pro- 
curement agencies. 

After months devoted to planning, 
collecting information and organiz- 
ing the material, the 1955-56 Penton’s 
Foundry List came from the printer 
the first week in August. After 
watching the operation and seeing the 
result, I am sure that this is per- 
haps the best PFL yet published. It 
betters previous volumes from the 
standpoint of completeness, accuracy 
and good arrangement of data. 

Special credit for this fine directory 
should go to David Gibbs, manager 
of market research and promotion, 
and to Mildred Christopher and Helen 
Smith of that department. It may be 
purchased through Elsie Ihlenfeld, 
FOUNDRY Book Department. 

——O 

No Objection: On several occasions 
I have commented on the need for 
trade association representation on 
the industry advisory committees ap- 
pointed by government, especially in 
preparing for operating in national 
emergencies. Associations have de- 
tailed statistics of the industry, they 
know its abilities, its problems and 
its needs. No company or individual 
has such a broad picture of the par- 
ticular industry as the representative 
of the trade association. 

While the Department of Justice 
has frowned on such representation 
in the past, a change appears to be 
taking place, Recently, Attorney Gen- 
eral Herbert Brownell Jr., speaking 
before the Trade Association section 
of the United States Chamber of 
Commerce, made this suggestion: 

“To safeguard against antitrust in- 
volvement, the Department of Justice 
has suggested the following stand- 
ards for operation of industry advis- 
ory committees. First: that such 
groups are necessary to perform pre- 
scribed statutory duties. Second: the 
agenda for committee meetings must 
be administered and formulated by 
Government representatives. Third: 
meetings should be called and chaired 
by fulltime government officials. 
Fourth: at such meetings, full and 





complete minutes should be kept 
Fifth: any conclusions reached should 
of course, be purely advisory, with 
final decisions as to action left solel) 
in the hands of government repre- 
sentatives.” 

He then followed with these signifi 
cant words. “If these safeguards ar: 
followed, this department raises no 
objection to trade association repre- 
sentatives serving on the advisory 
groups.” 

a= 

Honor Founder: A memorial statue 
to the late John J. Egan, founder of 
the American Cast Iron Pipe Co., 
Birmingham, was dedicated on Mr. 
Egan’s birthday anniversary, Apr. 22. 
The beautiful statue has been erected 





at the plant entrance as a tribute 
from Acipco employees. Walker Han- 
cock Jr., a noted American sculptor, 
executed the work in Italy. 


- O- - 
Foundry organizations 
various 


Speakers: 
arranging programs- on 
phases of foundry operations which 
relate to equipment will be inter- 
ested to know that C. R. Heller, ex- 


ecutive secretary, Foundry Equip- 
ment Manufacturers’ Association, 
One Thomas Circle, Washington, 


D. C., has prepared a list of avail- 
able speakers from a number of 
member companies. 
—O— 

How: The following from the July 
6 issue of the Lima (O.) News tells 
the whole story: 

When in Indian country, don’t do 
as the Indians do! : 

J. L. Crouse, secretary-treasurer of 
the Ohio Steel Foundry Co., discov- 
ered this about 10 days ago while on 
a fishing trip near Winnipeg, Canada, 
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“Push-Button’ Operation 
Means The Ultimate in 


INCREASED 
PRODUCTION... 


ECONOMY... 
QUALITY MOLDS 





SHOWS FLASK ON FEED-IN ELEVATOR 


Every Nicholls Molding 


Machine is precision-built to 





insure the production of con- 
tinuously better molds. They 
eliminate guess-work and 
costly mistakes. They put an 
end to dangerous risks. They 
effect major savings in ma- 


terials and maintenance 


costs. 
SHOWS COMPLETED MOLD AFTER BEING TURNED OVER, AUTOMATICALLY 
TRANSFERRED TO MOLD CONVEYOR. MOLDING CYCLE. 15 SECONDS 





This new #24 type C machine has a pneumatic pattern draw, is equipped 


Always rely on 
“Nicholls” 
for the best in 


mold turnover and transfer... PLUS full ‘‘push-button” automatic operation. heavy-duty 
molding machines 


with an air-operated car type squeeze head, built-in flask rolil-in, 
roll-out device and a measuring sand hopper. Other Nicholls advantages 


include a flask indexing device and sand spill upset; flask feed-in elevator; 





Wm. H. Nicholls Co., Inc., Richmond Hill 18, Long Island, N. Y. 


NICHOLLS 





September 1955 





TVNU IB 
FURNACES 


FOR GAS 
x] OR FUEL OIL (x 





ARE MEETING EVERY EXACTING 
REQUIREMENT 


FURNACES FOR 
BRASS « ALUMINUM e MAGNESIUM 
AND ALL OTHER 
NON-FERROUS ALLOYS 


HAVE YOU INVESTIGATED THEM 
FOR YOUR MELTING PROBLEMS? 


The Campbell-Hausfeld Co. 


300-320 MOORE ST. HARRISON, OHIO 


with a group of foundry officials. 

It seems the guides up there a 
Indians. And Crouse, it seems, w 
interested in how they live. 

He was seated on the ground, tal] 
ing to some Indian children, wh 
it happened. Noticing the way tl) 
Indian tots rose from their cro: 
legged position, Crouse decided 
try it too. 

Half way up his foot slipped in t 
sand. He fell and broke a leg. 

With him on the trip were Robs 
F. Galvin, Ohio Steel president, ar 
Charles Flanigan and George Gr 
fiths, Ohio Steel sales representativ: 

—Oo— 

The Delports: I am happy to pr 
sent a photograph of Vincent D: 
port, European manager of FOUNDR 
and Mrs. Delport, taken at the rece! 
International Foundry Congress 


London. Vincent and Suzanne are we! 


known to foundrymen attending In- 
ternational Congresses in Britain and 
on the Continent and were members 
of the English party attending the 
International Foundry Congress at 
Atlantic City in 1952. 
=o 

Complete Coverage: You probably 
had not realized the fact, but your 
favorite business publication and your 
efficient trade associations serve an 
important function in the field of 
communications. This was stressed 
recently by Donald R. Burgess, direc- 
tor, Office of Publications, Depart- 
ment of Commerce, in a talk at the 
Third Ohio State University Con- 
ference on Communication Research 
and Training in Business and In- 
dustry. The comment was as follows: 

“Now that you have heard about 
some of the Department of Com- 
merce’s communications problems, I 
am happy to tell you that three-quar- 
ters or more of them are solved for 
us by the business press and by busi- 
ness associations. The adaptation to 
specialized uses of our basic economic 
data, our technology, our science, our 
world trade information, our mar- 
keting statistics, and our other ma- 
terial is promptly, accurately and in- 
telligently achieved by these two 
service groups. Moreover, the busi- 
ness press solves for us the problem 
of reaching all departments and all 
administrative levels in all lines of 
business.”’ F.G.S. 
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Shell molds bonded with Resinox 736 produce smooth-surface castings which need no grinding to eliminate fins. 


Link-Belt Company reports: Shar} 


x detarl, 


smoother finish with ReSiInox 736 


MONSANTO'S PHENOLIC RESIN HELPS DELIVER MORE GOOD CASTINGS PER TON OF METAL POURED 


The superior performance of Resinox 736 has been demon- 
strated again in one of the nation’s leading foundries. 


In a three-year test at Link-Belt Company’s Ewart plant 
in Indianapolis, Resinox 736 proved to have the right 
combination of properties to shell mold precision parts 
at fast production rates. 


Molds bonded with various resins were compared for 
speed of investment, speed of cure, dimensional stability, 
tensile strength and resistance to heat shock. The experi- 
ments proved Resinox 736 did the job better than any 


Sprockets cast by Link-Belt Co. 
in Resinox-bonded shell molds require 
no machining before threading. 


other resin now available. Link-Belt reports getting cast- 
ings with sharper detail and smoother finish. Machining 
costs are greatly reduced—often eliminated altogether. 


With the economy and quality of shell molding depending 
so much on the resin used, it will pay you to specify 
Resinox 736. 


For a complete line of shell molding, core binding and sand 
conditioning resins that are research-developed and shop- 
tested to meet your needs, write to Monsanto Chemical 
Company, Plastics Division, Dept. F0-9, Springfield 2, Mass. 





For Stronger shell molds, 
specify 


« 


MONSANTO 


RESINOX. 
















































































































"Test bar trouble again!!!” 


Don’t get angry — get our new booklet “How to Make Good Test 
Bars”. 

Written especially for foundry and personnel, it covers de- 
signing, melting. pouring and handling of test bars (and it’s illus- 
trated, too). 

Your personnel will get plenty of practical information and 
time-saving hints from this booklet. It's available without obliga- 
lion... just write to our Metallurgical department for copies. 

This is one of the research and service facilities offered to in- 
dustry by the Geo. Sall Metals Co. Our Metallurgical staff is al- 
ways at your service, and will be glad to consult with you (in person 
or by telephone) on any matter related to non-ferrous metals. We 
will also create and produce special alloys for any special require- 


ments you may require. 


lor superior service in non-ferrous metals, call SALL .. . 


"Better Alloys for Better Castings Through Creative Metallurgy’ 


The George Sall Metals Co., Inc. 


PRODUCERS OF: Aluminum, Brass and Bronze and Zinc Alloy Ingot; Hardeners, 
, Z-shot and bar for Zamak production; Salloy; Special Alloys 






2306 EAST BUTLER STREET—PHILADELPHIA 37, PA. 








Sept. 6-17--—-National Machine Tool Builders 
Association, machine tool show, Internatior 
Amphitheater, Chicago. 

Sept. 6-17—Coliseum Machinery Show, Chica; 
Coliseum, Chicago. 

Sept. 6-17—Production Engineering Show, Nay 
Pier, Chicago. 

Sept. 12-16—Industrial Engineering Conference 
Michigan State University, East Lansing; 
Mich. 

Sept. 12-16—Instrument Society of America 
instrument conference and exhibit, Shrine 
Exposition Hall and Auditorium, Los Angeles 

Sept. 29-30—Missouri Valley Regional Foundry 
Conference, sponsored by St. Louis, Tri 
State, and Mo-Kan Chapters of AFS and 
Missouri School of Mines Student Chapter 
at Missouri School of Mines and Metallurgy 
Rolla, Mo. 

Oct. 6-7—National Foundry Association, an 
nual meeting, Edgewater Beach Hotel, Chi 
cago. 

Oct. 13-15—Foundry Equipment Manufacturers 
Association, annual meeting, The Greenbrier 
White Sulphur Springs, W. Va. 

Oct. 14-15—New England Foundrymen’s As- 
sociation, Regional Foundry Conference, 
Massachusetts Institute of Technology, Cam 
bridge, Mass. 

Oct. 14-16—Northwest Regional Foundry Con- 
ference, Portland, Oreg. 

Oct. 16-18—Conveyor Equipment Manufacturers 
Association, annual meeting, The Greenbrier, 
White Sulphur Springs, W. Va. 

Oct. 17-18—American Coke & Coal Chemicals 
Institute, annual meeting, The Greenbrier, 
White Sulphur Springs, W. Va. 

Oct. 17-21—American Society for Metals, na- 
tional metal exposition and congress, Con- 
vention Hall, Philadelphia. 

Oct. 17-21—National Safety Council, national 
safety congress and exposition, Conrad Hil- 
ton, Congress, Morrison and LaSalle Hotels, 
Chicago. 

Oct. 19-21—Gray Iron Founders’ Society, an 
nual meeting, Schroeder Hotel, Milwaukee. 

Oct. 20-21—Ohio Regional Foundry Conference, 
sponsored by Ohio AFS chapters, Case In- 
stitute of Technology, Cleveland. 

Oct. 24-25—Steel Founders’ Society of Ameri- 
ca, fall meeting, The Greenbrier, White 
Sulphur Springs, W. Va. 

Nov. 1-3—Investment Casting Institute, fall 
meeting, Sheraton-Cadillac Hotel, Detroit. 
Nov. 1-3—Grinding Wheel Institute and Abra- 
sive Grain Association, fall meeting, Statler 

Hotel, Buffalo. 

Nov. 3-4—Metals Casting Conference, Purdue 
University, Lafayette, Ind. 

Nov. 16-18—Steel Founders’ Society, annual 
Technical and Operating Conference, Hotel 
Carter, Cleveland. 

Dec. 1-2—Michigan Regional Foundry Con- 
ference, Michigan State University, East 
Lansing, Mich. 

Dec. 7-9—American Institute of Mining A 
Metallurgical Engineers, electric furnace steel 
conference, Hotel William Penn, Pittsburgh 


1956 


Feb. 9-10—Wisconsin Regional Foundry Con- 
ference, Hotel Schroeder, Milwaukee. 

Feb. 16-17—Southeastern Regional Foundry 
Conference, sponsored by Birmingham and 
Tennessee Chapters, AFS, Tutwiler Hotel 
Birmingham. 

Mar. %7-8—Foundry Educational Foundation, 
college-industry conference, Hotel Cleveland 
Cleveland. 

Mar. 19-20—Steel Founders’ Society, annual 
meeting, Drake Hotel, Chicago. 

May 3-9—American Foundrymen’s Society, an- 
nual convention and exhibition, Convention 
Hall, Atlantic City, N. J. 

June 5-8—Materials Handling Institute, mate- 

rials handling exposition, Public Auditorium, 

Cleveland. 
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What about modernizing your blast cleaning operation? Send 
for free copy of Bulletin 227 today! Write PANGBORN CORP., 
1400 Pangborn Blvd., Hagerstown, Md. Manufacturers of Blast 
Cleaning and Dust Control Equipment. 


Pangborn 
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Rotoblast Blastmaster®) Rotoblast Tables Special Blast Rooms Pangborn Dust Malleabrasive 
& Continuvous-Flo Barrel & Table-Rooms & Cabinets Control Equipment Shot & Grit 





In the 

past 

five 

years, 

the 
automotive 
industry 
has 
purchased 
58 
Pangborn 
Monorail 
Rotoblast 
Installations 
for 

use 

in 

plants 
throughout 
the 

world. 














Want to 


in your 
cleaning room? 


switch to 


CINCINNATI 
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PD) 
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SNAGGING 
WHEELS 
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= (PD) SNAGGING WHEELS — the 
greatest grinding wheel development in years—will 
absolutely cut costs in your cleaning room .. . saving 
you money four important ways: 


FREER CUTTING—You can get more pounds 
of metal per hour with the grains and bonds 
specified by Cincinnati for your snagging jobs. 
Operators like the fast, easy cutting action of 
CINCINNATI (PD) WHEELS. 


SELF-DRESSING ACTION—The CINCINNATI 
(PD) WHEELS specified for your job by CINCINNATI 
abrasive engineers require few, if any, dressings. 
With the right grade wheel, new cutting grits are 
bared as soon as old grits get dull and inefficient. 


LONGER WHEEL LIFE—Through longer life 
of CINCINNATI (PD) WHEELS, users have reported 
almost double the production per wheel. One 
customer, using a portable grinder, gets almost 
twice the life with a CINCINNATI (PD) Flared Cup. 
Another user, snagging cylinder blocks on a swing 
frame, has increased the production per wheel 
45% with (PD) WHEELS. 


POSITIVE DUPLICATION (PD)—‘‘On grade” 
with a CINCINNATI (PD) WHEEL means all future 
(PD) WHEELS will act and grind exactly alike. 


CINCINNATI (PD) WHEELS are made in vitrified and 
resinoid bonds for ferrous and non-ferrous foundries 
and are available in a complete variety of sizes and 
shapes. Yet these better, cost-cutting CINCINNATI (PD) 
WHEELS are priced no higher than ordinary wheels. 


We'll be happy to prove to you how CINCINNATI (PD) 
WHEELS can increase your production and cut costs and 
time in your cleaning room. Just contact us and we'll 
send one of our representatives. Wire, write or telephone 
Sales Manager, Cincinnati Milling Products Division, 
The Cincinnati Milling Machine Co., Cincinnati 9, Ohio. 
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YOU'LL DO A BETTER JOB P 


with H. V. ADAMS DESIGNED 


HIGH EFFICIENCY FOUNDRY TOOLS 


we THE “ROTOPLANE” SPEED SIFTER 
WILL GIVE YOU 


e SPEED eECONOMY eSAFETY e LONGER LIFE 
e GREATER SIFTING CAPACITY 


Its sturdy one-piece frame and long shaft add 
to vibration effectiveness. The sealed-in mech- 
anism assures protection of motor and bearings 
from exposure to dust and grit. This sealed in 
protection and ‘‘Rotoplane’s’’ free-rotary action 
vastly increase bearing life. No exposed moving 
parts endanger the operator. Sieves have 20 
inches diameter clear sifting area — are mounted 
in a smooth steel ferrule with no jagged edges 
to cause dangerous cuts and scratches. 


“RED (Devil) ELECTRIC” VIBRATORS 


tT 


No 1 No. 2 No. 5 No. 9 
These hard hitting Adams designed Vibrators have 
served the foundries for over 30 years. They are 
provided with a 6 foot 3 wire authorized cable 
and 3 wire grounded connector which, when 
connected with our 3 wire grounded Red 
Electric Knee Switch, automatically grounds 
the vibrator protecting the worker from 
shock. The vibrators have passed the U.S. 

Government code inspection. 






















“UNIVERSAL FREE WHEELING” 


FOUNDRY SAND RIDDLE 
with the Double Eight Vibration 














Because of its convenient size, light 
weight and good riddling capacity 
it long has been a favorite in the 
foundry. It also can be used for 
mixing core sand or for sifting 
sand directly into molds. 


The mechanism is entirely 
enclosed protecting it from 
harmful dust and grit. 


The main frame is cast 
in very strong tough 
aluminum. 


Other Foundry Products: 


e No. 11 NOISELESS TYPE VIBRATOR 

e A-20 ELECTRIC VIBRATOR 

e RED ELECTRIC KNEE SWITCHES 

e “ROTO” ADJUSTABLE BIN VIBRATOR 


e 2 MIN. UNIVERSAL FINENESS 
TEST SIFTER. 


e UNIVERSAL TRIPOD CARRIER 


It uses quick change fer- 
ruled sieves with 20 in. di- 
ameter sifting area. There 
are no loose wires to harm 
hands. 


FOUNDRY SUPPLIES MANUFACTURING CO., nor inc. 


2221 Orchard Street - Chicago 14, Illinois 


Established 1918 Cable Address: "'Rotoplane Chicago” H. V. ADAMS, Mgr, 
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fop-running 
MOTOR DRIVEN CRANES 


are Better Values 





The Industrial 7% ton crane in photo is equipped with 5 step variable 
speed push button control to facilitate delicate handling of expensive dies. 


The high quality built into Industrial Cranes means more pro- 
duction and less down time to the user. A glance at a few of 
the outstanding features will show you the better value that is 
built into every Industrial Motor driven crane. The best crane 


for the long run. 


Rolled Forged Steel, heat treated wheels.* 


Long-life, precision ball and roller bear- 
ings throughout. 


All welded, precision jig-bored end trucks 
for true smooth operation. 


Two large size gusset plates at each end- 
truck assuring permanent squareness. 


Hoist for assistance 


& 
- g Problems 


- Cra 
with Industrial Sr Handlin 


Consult sever Materials 


in solving 





1541 SOUTH PAULINA STREET 
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CRANES 


® 














Rugged type outrigger for additional lat- 
eral strength. 


Special push button control for efficient 
operation from floor or cab control. 


All Industrial cranes including underhung 
types designed for easy erection at job 
site. 


*Standard on heavy duty models 


Industrial Motor Driven Cranes are designed for all types of 
service, in light, regular, and heavy duty models 


TR 955C 


INDUSTRIAL CRANE & HOIST CORPORATION 


CHICAGO 8, ILLINOIS 


Overhead Cranes ¢ Jib Cranes * Monorail Systems * Crane Runways 
Representatives in Principal Cities 
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Marietta silos help produce fine cars 


Not one... but 10 Marietta industrial concrete 
silos have gone to work at the newest engine 
foundry of a large automobile manufacturer. The 
job? ... efficient storage of 25,000 tons of core 
sand, greater protection against loss or damage, 
improvement of handling facilities and lowering 
operating costs. That’s easy for a Marietta-de- 
signed storage system, because it’s backed by ex- 
perience in handling all types of bulk materials 
for many different industries. This unusual in- 
doors installation has a continuous, self-support- 
ing concrete roof over the entire group of silos. 
Contractor was the John W. Cowper Co., Buffalo, 


Precast concrete products 


for Farm, Home and Indus r 


N. Y. Architect was H. E. Beyster & Associates, 
Inc., Detroit, Mich. 


Marietta can produce for you, too. Write, wire 
or phone today, for the profitable facts on an 
economical Marietta storage system. Send for 
your copy of our silo storage catalog. 


CONCRETE 
CORPORATION 
Marietta, Ohio 


New York 17, ¥.: Pulaski nia at 
sfenberibe. Tenn.: Box 5192 
Hollywood, Fla 


BRANCH OFFICES: 501 Fifth Ave. 
Race Rd. prenctnee ore 21, Md.; 411 Foster St., 
Charlotte 6 Box 592, Jamestown, N. Y.; 
REPRE SENTATIVES in principal cities. 
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In some of the largest and most modern foundries 
in the world you will find Mahon Core Ovens and other 
equipment. The illustrations above and at left show part of 
a battery of twenty-six Mahon Vertical Core Ovens installed 
in the foundry of one of the world’s largest automobile 
manufacturers. If you are contemplating new core or mold 
baking ovens, or core dip and paste drying ovens, you will 
want to discuss your requirements with Mahon engineers . . . 
because, you, like many others, will find that Mahon engineers 
are better qualified through experience to advise you on the 
type of oven best suited to your particular needs. And, if you 
wish to compare, you will also find that Mahon Core Ovens, 
like all other Mahon equipment, are better engineered and 
better built for more economical operation over a longer 
period of time—a point you will want to investigate thor- 
oughly before making a capital investment in new production 
equipment. See Mahon’s Insert in Sweet's Plant Engineering 
File, or write for Catalog A-656. And remember, it costs 
you nothing to discuss your baking and drying equipment 
requirements with Mahon engineers. 


THE R. C. MAHON COMPANY + Detroit 34, Michigan 


SALES ENGINEERING OFFICES in NEW YORK and CHICAGO 


Engineers and Manufacturers of Core and Mold Baking Ovens, Core Dip and Paste 
Drying Ovens, Mold Spray Booths, Mold Racks, Core Rack Trucks, Sand Storage 
Bins and Hoppers, Shake-out Hoods, Cooling Tunnels, Dust and Fume Control 
Equipment and Filtered Air Supply Systems, Metal Cleaning Machines, 
and many other units of Special Processing and Production Equipment. 





COLEMAN OVENS 
quealedly Selected, 


by leading automotive foundries 

















Leading automotive, truck, tractor, agricultural equipment 





and other high production foundries select Coleman Ovens 
for maximum production on every core baking and mold 





drying job. Coleman Ovens are the accepted standard for 





consistently perfect baking and dependable mechanical 





performance . . . essential to profitable operation. 









The superiority of Coleman Ovens is proved by the record 
of repeat orders from firms such as: 





General Motors Corp. Lakey Foundry & Machine Co. 


































Buick Motor Div. Lynchburg Foundry Co. 
Cadillac Motor Div. New Haven Foundry Co. 
Chevrolet Saginaw Foundry Standard Foundry Co. 
: : Chevrolet Tonawanda Foundry Superior Foundry, Inc. 
Gilt aia Central Foundry Div. Wilson Foundry & Machine Co. 
Coleman Transrack Ovens Fabricast Div. Wheland Co. 
McKinnon Industries, Ltd. Allyne-Ryan Foundry Co. 
Pontiac Motor Div. Allis-Chalmers Manufacturing Co. 
Ford Motor Co. Mack Manufacturing Co. 
Cleveland Foundry Div. J. 1, Case Company 
Dearborn Foundry Div. Deere & Company 
Ford of Canada, Ltd. Oliver Corp. 
American Motors Corp. International Harvester Co. 
Studebaker-Packard Corp. Massey-Harris-Ferguson Co. 
American Foundry Co. Minneapolis-Moline Corp. 
C. W. &C- Foundry Co. Caterpillar Tractor Co. 
G. H. R. Foundry Div. Etc. 


More than half a century of specialized oven engineering 
“*know-how'’ goes into every Coleman Oven. This is your 
assurance that the Coleman Oven recommended will do 
your work to your complete satisfaction. Call our experi- 
enced oven engineers for unbiased, practical advice on 


your particular requirements. 


3K Write for Bulletin 54 


Coleman Monorail Conveyor Core Oven 
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COLEMAN PORTABLE COLEMAN ROLLING COLEMAN TRANSRACK COLEMAN TOWER 
CORE OVENS DRAWER CORE OVENS CORE OVENS CORE OVENS 


































® 
Coleman Tower Core Ovens 


® 
Coleman Monorail Conveyor Core Oven Coleman Tower Core Oven 


THE FOUNDRY EQUIPMENT COMPANY 


1821 Columbus Road Cleveland 13, Ohio 
World’s Oldest and Largest Foundry Oven Specialists 


COLEMAN HORIZONTAL COLEMAN CONVEYOR COLEMAN DIELECTRIC COLEMAN CAR-TYPE COLEMAN HIGH-SPEED COLEMAN PORTABLE 
OVENS 


CONVEYOR CORE OVENS REDRY OVENS CORE OVENS MOLD OVENS MOLD DRYERS 






























CRAZY, MAN ! 


[or why it pays to a KEOKUK Gilvery Pig] 


Chief Keokuk: ‘‘Me try teach Little Chief Injun drum. Him say 
him already cool and gone the most. What him mean?” 


Princess Wenatchee: ‘‘Junior sends a real modern message!”’ 


Today, it pays to use Keokuk 


Silvery Pig Iron. . . the superior 
form of silicon introduction that’s 
always uniform ... never varies 





in composition. Because it contains 
a less concentrated form of silicon, 
it holds silicon loss to a minimum. 
That means money saved! So be 
modern .. . charge KEOKUK 

by count or by magnet. 











SITUATION UNDER CONTROL BY KEOKUK 


KEOKUK, IOWA 
Wenatchee Division, Wenatchee, Washington 


SALES AGENT: MILLER AND COMPANY 
332 S. Michigan Avenue, Chicago 4, Illinois 
3504 Carew Tower, Cincinnati 2, Ohio 
8230 Forsyth Bivd., St. Louis 24, Missouri 


















Keokuk Silvery . . . the superior form of silicon introduction . 
available in 60 and 30 pound pigs and 12 pound piglets...in regular 
or alloy analysis. Keokuk also manufactures high silicon metal. 
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w make big savings on any size 


Whether your cleaning problems come by the ounce or 
by the ton, Wheelabrator airless blast cleaning will pro- 


vide a cost-slashing solution. 


Mammoth tank hulls, as illustrated, are cleaned in a 
Wheelabrator Car-Type Room in just 40 minutes. This 
job had previously required two airblast operators 7 to 


9 hours at a prominent steel foundry. 


At the other size extreme, pay loads of very small castings 


are cleaned in record time at big savings. For instance, 


WHEELABRATOR 


Go i<2 ee FF Oo RAT te 


(Formerly American Wheelabrator & Equipment Corp.) 








sand is removed from 350 small bronze castings, as 
illustrated, in 15 minutes in a Wheelabrator Tumblast at 
I Colitelalo] MM =1ae) + 3m Glo Menem MONE (oMMo MM slel!/ Mule] o Ml) MMolige)(oliililem 


The universal acceptance of the airless Wheelabrator for 
practically every conceivable cleaning application is the 
result of its many cost-cutting advantages and original 
design features. For expert counsel and the right equip- 
ment for your cleaning problem, look to Wheelabrator 
for the profitable solution. Write now for Catalog 


No. 74-C. 


505 S. Byrkit St., Mishawaka, Indiana 


Trail Blazer of Industrial Progress 





SIMPSON MIX-MULLERS { S71) 
25 to 4000 Ib. batch capacity Fe || NATIONAL TIMEMASTER 


SIMPSON PORTO-MULLER ‘ \ Console and unit mounted 
250 Ib. capacity (100% portable NATIONAL NATIONAL HYDRO-FILTER Automatic cycle controls. 
SAND RECOVERY SYSTEM Wet-type dust collector 


Practical pneumatic sand scrubber 
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Simpson 


Mix. 
“MULLER 


National ng mecung Company 


(Not Inc.) 
646 Machinery Hall Bldg. e Chicago 6, Illinois 
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The production advantages of the shell molding 
process have made a most important impact upon 
both the large and the small foundry. Its future is 
assured. New automatic machines and resin bind- 
ers to keep pace with their speed are well past the 
laboratory stage. 






Catalin Resin 9616, a phenol-formaldehyde, 
powdered, two-stage resin, has been specifically 
developed to bond the fine-grained sands used in 
the Shell Molding process. 





This economical resin produces high-speed 
curing rates with the minimum of resin content. Sav- 
ings are achieved in time, sand, work space, han- 
dling and metal. Castings are more accurate and 
smoother—require considerably less finishing. 





In addition to Shell Molding Resin 9616, Catalin 
produces a wide range of core binding liquid resins 
and powders for the production of ferrous and non- 
ferrous metal castings. 







Catalin representatives, familiar with the re- 
quirements of the foundry industry, are available for 
consultation. Samples on request! Write ... 
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FOR FASTER CURES .. . SMOOTHER SURFACES . . .BETTER CASTINGS 





Shell Molding 
Me Resin 9616 











FOR FAST DELIVERIES... Catalin * 
maintains three strategically 
located resin plants .. . 
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and CALUMET CITY, ILLINOIS 




















er We VGl, Mace) ite) 7 wale), Me] mr. V1 aier.\ Catalin) 
ONE PARK AVENUE, NEW YORK, N. Y. 









branch offices: 





CHICAGO, ILL., 221 No. LaSalle Street 
GREENSBORO, N. C., 630 Southeastern Bldg. 
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Research dollars working for you... 
a continuing aid to industry 
from ELECTROMET 














METALS RESEARCH LABORATORIES 
ELECTRO METALLURGICAL COMPANY 


NIAGARA FALLS _ Apel 3, SS 


PAY TO THE gg 
ORDER OF 





~ DOLLARS 











ELECTROMET’s research laboratories spend 


millions of dollars to develop new and improved alloys for 


better steels—and vou receive the benefits. 


More than 300 skilled research scientists. engineers. and 





as a bonus for you, to provide high-quality ferro-alloys and 


technicians work in ELECTROMET’s Metals Research Labora- 











tories on the solution of metallurgical problems. They de- 
velop new and improved ferro-alloys and metals. better ways 
of using them, and new and improved alloy steels and irons. 

ELECTROMET conducts this continuing research program 


The term “Electromet” 











ELECTRO METALLURGICAL COMPANY 


A Division of Union Carbide and Carbon Corporation 
30 East 42nd Street UCC New York 17. N. Y. 


Houst ne Lc Ss Angeles . New Y rK © P 16 63 « 3f . Sar I smcisco 





valuable technical service. 

You can profit from this continuing research program. 
For help on your problems in the use of ferro-alloys or the 
metallurgy of alloy steels or irons. please contact the nearest 


ELE¢ TROMET ofhce listed below. 


is a registered trade-mark of Union Carbide and Carbon Corporation. 


Electromet 


TRADE-MAR 


Ferro-Alloys ad We 
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The eight Baker Perkins units installed in this new 
automotive grey iron foundry were chosen for 
their industry-proven excellence and efficiency. For 
sand mulling, five B-P 5A Continuous Molding Sand 
Mullers assure high speed delivery of thoroughly 
uniform sand mix to the molding floor. The B-P 
core paste mixer and B-P core wash mixer insure 
good core surfaces, and the B-P Refractory Clay 
Mixer is ideal for mixing refractory clay material for 
mudding up ladles and cupolas. This new foundry 
will find, as other foundries have found, that 
B-P equipment is built to last and requires 
minimum maintenance, 

On the job... a size 15 B-P 

Refractory Clay Mixer 

One of five B-P 5A Continuous 


Molding Sand Mullers installed 
in the new plant. 
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FOUNDRY VENTILATION (¢ SCHNEIBLE 


Features Compensating Air for 
Building Ventilation Balance 


Schneible engineers designed Compensating Air Hoods to provide 
more and better ventilation in foundries, both summer and winter. 
The Compensating feature confines air patterns to the immediate 
work area, thus no drafts to annoy workers or disturbance of build- 
ing ventilation balance. In summer, hot air can be scavenged from 
the roof area thus providing more comfortable working conditions. 
During winter months supply air is taken from outside the build- 
ing conserving needed plant warm air. In both cases the balance 
of building air is maintained. 

A Schneible Compensating Air Hood System allows complete 
regulation of all foundry air, with the result that savings are made 
in power plant operation in winter, while providing the most com- 
fortable working atmosphere in all seasons. 

Schneible Uni-flo Compensating Hoods are available for all 
foundry operations—shakeout, pouring, smoke-off, mold cooling, etc. 

Write for bulletin and complete information on Compensating 
Air Hoods. 


CLAUDE B. SCHNEIBLE COMPANY 


P. O. Box 81, North End Station ¢ Detroit 2, Michigan 
Cable Address: CBSCO 
European Licensee: Elex S. A., Zurich, Switzerland 


“PATENTS” 


"All Schneible Equipment is covered by patents in United 
States and foreign countries. Infringements will be prosecuted.” 


wy, 


Schneible Uni-flo Compensating Air Hoods 
in operation on cylinder block line 
in a large Eastern automotive foundry 


FOUNDRY 














1s 


ie 














August 26, 1955 


PEARLITIC SPURT: Production of pearlitic 
malleable iron castings this year will approach 
170,000 tons, about double the 1954 output. 
This is indicated by a survey made recently 
by the Malleable Founders’ Society. The ton- 
nage includes that of member companies only, 
believed to represent 90 to 95 per cent of the 
U. S. total. The society also expects total mal- 
leable production in 1955 to be the second 
highest in history, with some possibility seen 
of matching the present peak of 1,080,000 tons 
reached in 1951. 


MAGNESIUM UP: Prices of primary mag- 
nesium pig and ingot have been increased 4 
cents a pound by the Dow Chemical Co., ef- 
fective Aug. 16. This raises pig to 32.50 and 
notched ingot to 33.25. f.o.b. Freeport, Tex. 
Last price change in magnesium was a 1¥/2-cent 
advance in March. 


TOOL EXPANSION: Acme Aluminum Alloys 
Inc., Dayton, O., has started a half-million dol- 
lar expansion program for the increased pro- 
duction of tools, dies and special machinery. 
At one time a large producer of aluminum 
castings, Acme discontinued foundry opera- 
tions. Its former main foundry building, con- 
taining 200,000 sq ft of floor space, will house 
all future machining operations. 


FIRMS JOIN: Alexander Fleck Ltd., Ottawa, 
Canada, has acquired stock holdings in Beach 
Foundry Litd., same city. The two firms will 
combine their operations at the latter’s plant. 
Fleck builds specialized pulp and paper mak- 
ing equipment. Beach Foundry, a manufac- 
turer of ranges, domestic heating and air con- 
ditioning equipment, operates a gray iron 
foundry. 


HOPES TO SELL: Plans to lease the big gov- 
ernment-owned steel foundry and machine 
shop at New Castle, Pa. have been called off 
by the General Services Administration. In- 
stead, the agency will make another attempt 
to sell the property, which until a short time 
ago had been operated under lease by United 
Engineering & Foundry Co. Built during World 
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War II at a cost of about $23 million, the plant 
failed to attract a buyer when offered by the 
GSA at $142 million. Public sale will be 
scheduled after the plant has been revalued by 
private appraisers. 


ASK TARIFF HIKE: Increase in soil pipe im- 
ports from 219 tons in 1949 to 5729 tons in 1954, 
and a further step-up indicated in 1955, has 
caused the Cast Iron Soil Pipe Institute to re- 
quest a raise in tariff by invoking the “escape 
clause” of the General Agreement on Tariffs 
and Trade. The institute states that foreign soil 
pipe manufacturers are favored by cheap 
labor, costing about one-third that in this coun- 
try, and by low-cost water transportation to 
U. S. markets. 


INVESTMENT CASTINGS: Producers of in- 
vesiment castings expect 1955 sales to reach 
$125 million, about 60 per cent more than in 
1954. These figures are based on a survey 
just completed by the Investment Casting In- 
stitute, Chicago. Last year’s sales averaged 
$957,953 per reporting company. Accelerated 
procurement of jet engine components is a big 
factor in the current sales rise. 


OBITUARY: Herbert J. French, 62, well known 
metallurgist and vice president, International 
Nickel Co. Inc., died Aug. 17 . . . Andrew Hoff- 
man, 95, chairman, Hansell-Elcock Co., Chi- 
cago, died Aug. 12. 


PERSONALS: Claude A. Marlowe, since 1949 
sales manager, Pittsburgh Metals Purifying Co., 
Pittsburgh, has been elected executive vice 
president . . . William M. Taylor has been ap- 
pointed assistant general manager, Laclede- 
Christy Division of H. K. Porter Co. Inc., St. 
Louis ... C. A. Ahlstrom has been named dis- 
trict manager in the Philadelphia area for the 
Bay State Abrasive Products Co. . . . Herbert 
E. Eggerts has been placed in charge of found- 
ry operations for Kingwell Bros. Ltd., San 
Francisco. Recently he was managing part- 
ner of Berkeley Brass Foundry Co., Berkeley, 
Calif. . . . Jack Cole has been elected a vice 





president of Wysong & Miles Foundry Inc., 
Greensboro, N. C. 


BUYS FOUNDRY: Perfect Circle Corp., Hag- 
erstown, Ind., has bought the gray iron foundry 
of Dill Inc., Rushville, Ind. The foundry, shut 
down for several years, is expected to be re- 
opened during September. Perfect Circle also 
operates foundries in New Castle and Rich- 
mond, Ind., and Muskegon, Mich. 


MORE COKE: International Harvester Co.'s 
Wisconsin Steel Works has ordered 52 by- 
product coke ovens from Wilputte Coke Oven 
Division, Allied Chemical & Dye Corp. They 
will replace 45 outmoded units at South Chi- 
cago, Ill. Interlake Iron Corp. expects to com- 
plete by next summer at South Chicago a bat- 
tery of 50 new ovens. They will replace a bat- 
tery built in 1912. 


SMALL BUSINESS AIDS: Small Business Ad- 
ministration has grouped 31 of its printed man- 
agement aids into a single volume. Subject 
matter falls into three groups: Business-gov- 
ernment relations, internal management, and 


Prices of Foundry 


Metals and Coke 














external sources of help, advice and guidance. 
Copies of this first annual are available from 
Superintendent of Documents, Washington 25, 
for 65 cents. 


MISCELLANY: July production of 132,670 tons 
of primary aluminum set a new monthly rec- 
ord and brought the year’s seven-month total 
6 per cent ahead of last year... A. O. Smith 
Corp. suffered a $1 million loss Aug. 10 when 
fire destroyed a pattern and parts storage 
building at its Los Angeles plant...G& W 
Electric Specialty Co., Chicago, plans to build 
a $1 million plant near Blue Island, Ill. It will 
include a 20,000-sq-ft brass and aluminum 
foundry for its affiliate, Manufacturers Brass 
Foundry Co., Chicago ... W. W. Sly Mfg. Co., 
Cleveland, has opened a new branch office 
at 4645 E. Olympic Blvd., Los Angeles... Ex- 
ports of iron and steel scrap the first half of 
this year totaled 2,595,140 tons, 63 per cent 
more than in all of 1954 . . . Gray Iron Found- 
ers’ Society expects 1955 shipments of gray 
iron castings to equal or possibly exceed the 
13.7 million tons shipped in 1953, the industry's 
second best year. 


(As of August 26, 1955) 
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' i 
FOUNDRY COKE 1 PIG IRON ! NONFERROUS INGOT 
(Per net ton, f.0.b. ovens) ’ (Per gross ton f.0.b. furnace) ‘ (Cents per pound, carlots) 
i No. 2 Foundry Malleable k 
BEEHIVE { Bethlehem, Pa. ........ $61.00 $61.60 ;. ee a ee 
Connellsville ....... $16.00-17.00 4 Birmingham ........... 55.00 is | bronze, No. 225, 55.50; No. 245, 
oven t MEEBO oc vicine eet tees 59.00 59.50 t ~ 7.75 i “ae tin bronze, 
' Yo. , 43.00; No. 1 yellow 
RMON ccs a ccasecueente 59.00 59.00 ' y y ? 
t No. 405, 32.75; 
Birmingham ne ee ee $22 65 ' CReVONNRE 6 cece vesvecces 59.00 59.00 : eae No. 421 _ co 
Buffalo ..cccccccccseves 25.00 , . ‘ . 75. 
re emal 25,75 # Duluth ssseeeeeeeeees 59.00 59.00 Sees ok mee 
as irc in intily's Seu 2 , ; MDD . per cont plus 
| a ERR ae 26.25 : Brie, Pa, ..cccccccccces 59.00 59.00 4 primary ingots 24.40. Secondary 
MAG PR. csc cescsece 25.00 i Everett, Mass, ......... 61.00 61.50 i No. 12 alloy 30.00-30.75. De- 
Indianapolis ......-.++4+5 25.50 4 Fontana, Calif. ........ 62.50 seats 1 oxidizing grades: No. 1 30.75; 
ly Rag Oana oped { Geneva, Utah .......... 59.00 ‘in eee ee 
oer ets § Granite City, I, ...... 60.90 61.40 | MAGNESIUM: 99.8 per cent 
Montreal, Que. ......... 27.25 ' Lone Star, Tex. ........ 52.50 52.50 ' notched ingots 33.25, f.o.b. Free- 
New England, deld. .... 27.05 | Neville Island (Pittsburgh) 59.00 59.00 8 OE ee 
Painesville, O. f Steelton, Pa. ......+.+6- 61.00 61.50 £ COPPER: Electrolytic 40.00 de- 
cha eo ag Reorcnse=** : Swedeland, Pa. ........... 61.00 61.50 1 _—livered Connecticut valley. 
. juls, Cl. .- ee 1 
Mn «<<<. ’ amg sida as ich 50.00 50.00 | ZINC: High grade 13.85, de. 
Swedeland, Pa. ' y, Sea: eawied a wake 61.00 61.50 1 livered. Die casting alloy No, 3 
Terre Haute, Ind. ...... 25.50 : Youngstown, O. ........ ses 59.00 : 16.50, delivered. 
IRON AND STEEL SCRAP (Consumer prices per gross ton delivered, except as otherwise noted) 
No. 1 Heavy No. 1 Heavy Clean 
Melting Cupola Auto Machinery Short 
Steel Cast Cast Cast Cast Malieable Steel Rails 
Birmingham ....... wt ee 8” eee Ty Cie ror reer Sy mee Te Pe ye mee re eee $44.00-51.00 
MOU” ncecvcnests **36.00-37.00 CCRC ew eeanctc - Sedweseccre **35.00-36.00 
BOREERIO ccc cicecece 39.00-40.00 COED. ORG. «s—=i‘étesS wowsces © sucbeav eve **43.00-44.00 
CROURMO vieciccese . 41.00—43.00 46.00-47.00 Ssuceveeew 50.00-51.00 50.00-51.00 
Cincinnati*® ........ **41.50-42.50 **45.00-46.00 CORR SOGRSD cn escciscss **49.00-50.00 
Cleveland .......... 43.50-44.50 47.00-48.00 37.00-38.00 48.00—49.00 48.00-49.00 
DOtTOR® ow cece cece **39.00 **39.00 **32.00 ORG §=—s pw bweauess 
Los Angeles ....... TRO0 - SER GOED SARaweeedeh 00 eteccoee § shee seuce 
New York* ........ 40.00—41.00 40.00-41.00 SE ee ro ee eee ee 
Philadelphia ....... 46.00-—47.00 36.00-38.50 GSO 5. KS eckwe ccc 47.00 
PittsDurgn «5. ...2. 44.00-45.00 40.00-—41.00 SB.GO-SE.0G cw cc ccweves 44.00-45.00 
Me BE” Soccccsce 36.50 43.00 35.00 ee ree ere 
San Francisco ..... 32.00 45.00 36.00 39.00 48.00 
WOOTEN ows cece necne 33.00 38.00 De << Wewesnece.. voedecsase 


*Brokers’ buying prices. °*F.o.b. shipping point 
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Whitehead's 


for Fine Finish Castings 


and Shell Molding 


Whitehead offers the widest variety of fine 
washed and unwashed silica sands . . . all 
laboratory-tested in a Whitehead laboratory 
in each of the areas represented. 


New Jersey 


Retained Grade D Grade D Grade E Grade Grade 
on Sieve 71 Special 96 Overflow Superior 
# 75 118 158 
30 none none none none none 
40 2.0 1.0 1.0 om 2 
50 9.8 4.8 7.6 3.2 1.8 
70 26.4 14.0 20.4 13.2 4.6 
100 41.0 40.2 31.8 29.0 Le’: 
140 15.0 29.8 17.2 20.2 22.4 
200 4.4 8.2 10.8 15.4 25.6 
270 8 1.2 5.6 8.8 14.0 
Pan 6 8 5.6 10.0 20.2 
New York 
Fine Unwashed Silica Sands 
Retained 
on Sieve 103 130 155 180 230 275 
30 a 2 none none none none 
40 a a 4 
50 4.2 4 1.4 2 
70 13.6 1.6 3.2 4 <a 2 
100 26.1 12.4 10.2 2.5 4 6 
140 ye Sf 32.8 22.0 18.0 4.0 pe: 
200 20.8 mY 30.0 35.9 21.4 6.4 
270 5.5 9.8 14.2 17.4 21.4 11.2 
Pan 3.3 5.4 16.8 23.8 46.4 80.4 
Very Fine none none 1.8 2.0 6.0 


Fine Washed Silica Sands 


= Marion Fine Washed 
Silica Sand AFSF #105 


Sieve Retained 
+-6 none 
12 
20 
30 
40 6 
50 1.4 
70 6.0 
100 30.6 
140 34.4 

200 19.2 
270 4.6 
Pan 32 


LEADER IN FOUNDRY SANDS SINCE 1841 





Whitehead Brothers 


CO M PBN Y 





°stablished 1841 NEW YORK OFFICE 





324 West 23rd St., New York 11, N. Y. 


NEW ENGLAND OFFICE 
17 Exchange Place, Providence 1, R. I. 
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Manufacturers of: 


LYQUAGRIP 
Ready-to-use core paste 


DOB-IT 
Ready-to-use core mudding compound 


JOINT-SEAL 
Plastic compound for perfect sealing 


LYQUAFLOUR 
For cleaner surface, better shakeout 


LYQUAFACE : 
The liquid sand grain coating 








YOU GET 


BIG 


COMPRESSOR 
ADVANTAGES... 








..dn this SAWALL. Heavy buTY JOY WG-9 


The Joy WG-9 was designed to give a moderate (up to 881 CFM) but continuous air supply. 
It is suited for use both as a main air supply for smaller requirements, and as an auxiliary, 
or decentralized, air source in larger plants. 

Heavy duty service is assured through these many “big compressor” advantages, including 
exclusive features not found in any other units available for comparable service: 





e Water cooled for continuous operation, greatest e Patented ‘Dual Cushion” valves for efficient, 
efficiency. lasting life and quiet action. 
e Exclusive . . . replaceable-on-the-job cylinder e Full force-feed lubrication to all working parts. 


liners for easy maintenance. 

e Heavy duty, ball-type main bearings which need 
no adjustment. 

e Exclusive... field-replaceable crosshead guide e Single-stage, double-acting ... vertical design 
of special alloy, honed to mirror finish. for greater economy of floor space. 


e Rugged construction throughout for long life, 
low maintenance. 


Joy WG-9 Heavy Duty Compressors are available in fifteen different 
capacities and with a wide range of pressures from 30 lbs. up. Write 
for bulletins on standard, booster or oil-free models, to Joy Manu- WA&D 1-5504 
facturing Company, Oliver Building, Pittsburgh 22, Pa. In Canada: Joy 
Manufacturing Company (Canada) Limited, Galt, Ontario 


a. Foy Exginoor, J 


FOR VANEAXIAL FANS - COMPRESSORS 
VACUUM PUMPS AND BOOSTERS + OXYGEN GENERATORS 
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A completely new and different 


PAYLOADER’ 


TRACTOR SHOVEL 









NEW 


HA 


Outstanding features: 










1624% more bucket capacity: 


PAYLOAD capacity ...... 18 cu. ft. 
Struck-load capacity ...... 14 cu. ft. 






Powerful ‘break-out’? digging action 
Upward rotation of the bucket com- 
bines with forward motion of machine 
in a powerful slicing action that gets 
full loads quickly, even from lumpy, 
sticky or heavy materials. 










Bucket tip-back of 40 degre when 
only 6 inches off the ground carries 
heaped loads low and close for maxi- 
mum stability, balance and safety. 








: ifety Boom arms 
and parts are mounted low and carry 
loads low and are always clear of the 
operator. Operator visibility is good 
at all times. 









in- 
cludes: sealed, pressurized hydraulic 
tank — no breathing of dirt and grit 
into hydraulic fluid; hydraulic ac- 
cumulator prevents pressure shocks — 
gives easier, safer control. 
















An efficient, more flexible 
bulk-material handling system 









with two speed ranges 
insures fast moves in either direction 
— easier operation and control — more 
production. 















The first Model HA “PAYLOADER’” tractor-shovel 
appeared 15 years ago, giving industry a new, flexible 
bulk-material handling system. Today, Model HA’s are 
the bulk-handling system in thousands of plants. 


GAS OR DIESEL POWER OPTIONAL. 


Now comes the 1955 Model HA —a completely new 
design — with twice the digging power, lifting capacity [1] Send me complete model HA 
and carrying capacity and 50 to 100% greater pro- information 

duction capacity. ‘ 1 Send information on all seven 











“PAYLOADER’ sizes 


Whether or not you have older HA’s — you should 1] Send name of my “PAYLOADER” 


find out how this new HA can reduce your bulk ma- Distributor 
terial handling costs. Your “PAYLOADER” Distribu- 
tor is ready to show you. ‘ieee Se eee eee eres eeeeeeeseeeeeeees 


PAYLOADER |,:, 


MANUFACTURED BY 


THE FRANK G. HOUGH CO. ¢ LIBERTYVILLE, ILL. 


SUBSIDIARY INTERNATIONAL HARVESTER COMPANY 
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silica grains, 
bond and 


moisture 
are 


Perfectly 
Blended 


with 
a 





CLEARFIELD MIXER 


Sand quality depends on how well three elements are blended. Silica grains, bond and 
moisture make up the major part in preparing quality sand. The performance of Clear- 


field Mixers is based on preparing better foundry sand. 


Employing the revolving pan principle with vertically rotating mullers, Clearfield Mixers trans- 
form the sand from an inert mass into a fluid moving stream by the stirring action of the agitator 
and centrifugal force. This results in a perfect blending of the three elements . . . thereby pro- 


ducing a better foundry sand. 


Write today for Catalog No. 83. 


See why there is a Clearfield CLEARFIELD 


Mixer for every requirement. MACHINE COMPANY 
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cLarK’s POWRWORKER — 


Best way to see the outstanding perform- 
ance features of a Powrworker is to see a 
demonstration in your own plant. Take it 
down your tightest aisles, up your steepest 
ramps, load it to capacity and see for your- 
self—point for point the Powrworker will 
outperform any competitive machine on the 
market. There’s no obligation. All you need 
do is call your local Clark dealer and ask 
for a demonstration—he’ll be happy to help 





you. You'll find him listed in the Yellow 
Pages under ‘““Trucks, Industrial.” 


NEW POWRWORKER BOOKLET... 


Send for Clark’s new 6- 
color, 16 page Powrworker 
Booklet. Full details, cut- 
away views, bonus features, 
the entire story on the New 
Powrworker. It’s free... just 
drop us a line and we’ll rush 
your copy by return mail. 








POWRWORKER SECTION, INDUSTRIAL TRUCK DIVISION 


CLGaRK CLARK EQUIPMENT COMPANY, Battle Creek 16, Michigan 


EQUIPMENT 
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ACRE RHEE DEO OER LAE te 
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Quantity and Quality are (Suuwunltia’ 
when you specify Neville Foundry Coke 


§ a merchant producer of Neville Foundry Coke, Pittsburgh Coke & Chemical 
A now has four batteries of ovens to serve you. That’s your guarantee of reliable, 
continuing supplies when you specify Neville. 
What's more, we guarantee the quality of our coke, too. For Neville Foundry 
| Coke is made from clean, washed coals containing a high percentage of Pocahontas 
| and carefully processed to produce stronger, denser, more uniform coke with 
more fixed carbon and less ash and sulphur. As a result, Neville Foundry Coke 
provides maximum temperature at the nose of the tuyere to give you hotter, cleaner, 
more fluid iron. 
Let us fill your requirements today—with guaranteed Neville Foundry Coke, 
sized to your specifications. 


Specifications of Neville Foundry Coke 














Volatile Fixed 
Matter Carbon Ash Sulphur 
75% 92.5% 6.50% 58% 











Standard ASTM Shatter on 2” screen is 95%. Porosity controlled at 48%. 





COAL CHEMICALS * AGRICULTURAL CHEMICALS ¢ FINE CHEMICALS ¢ PROTECTIVE COATINGS © PLASTICIZERS * 
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ACTIVATED CARBON * COKE ¢ CEMENT ¢ PIG IRON 
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as basic as... 


Now you can buysCUSTOMIZED 
conveyors in~pre-fabricated 
STANDARD sections 


Designed, developed and constructed for maximum versatility, , 
MAY-FRAN conveyor components now provide users with the ultimate 
of flexibility. Pre-fabricated conveyor sections can be furnished rapidly 





and inexpensively. Sections-can be assembled to form virtually 





any type of hinged-steel belt conveyor for handling stampings, formed 






metal parts, forgings, automotive scrap, chips_and turnings 






and many other miscellaneous products. 





Straight sections ... concave or convex curved sections... , 
take-up charge sections and discharge-end sections can be 





furnished to meet specific requirements of belt width as well as 






load bearing and volume capacities. 









Once installed, a MAY-FRAN conveyor can be dis-assembled 
and re-assembled in another plant location . . . quickly, 







easily and with minimum down-time. In addition, 






conveyors can be lengthened,.shortened or modified 






in almost any way at minimum Cost. 






MAY-FRAN ...a name long 
recognized in the materials 







handling field ... is first again 






with standardized components 






for your customized installation. 








Write today for 


complete information. 


-FRAN 


ENGINEERING, INC. 


6279-MF 











1692 Clarkstone Road Cleveland 12, Ohio 
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‘i 
spalling or cracking, and its extreme density assures great resist- 
ance to slag attack. Another application for CRYSTOLON cement is 
as lining material in the slag troughs of front slagging cupolas. 


For Pit, Crucible and Reverberatory Furnace Linings the R 
is Norton CRYSTOLON* silicon carbide refractory cement. CRYSTOLON 
material stands temperatures up to 3050°F without softening, 


for more melts-per-lining 


Norton refractory cements are engineered and prescribed 
for longer, lower cost service across the range of furnace applications 








For Lining Low Frequency Induction Furnaces. Many For High-Frequency Induction Furnaces, Norton MaG- 


foundries melting nonferrous metals and malleable iron report that 
Norton aALuNDUM* fused alumina refractory cement provides extra 
long life. This high-melting, long-lasting cement is also prescribed 
for use in holding ladles, desulphurizing ladles and heat treating 
and sintering furnaces. 


The right R for you 


Working with ALUNDUM, CRYSTOLON, MAGNORITE and Fused 


NorITE* fused magnesia refractory cement is expertly engineered 
to provide the maximum number of heats per lining. It withstands 
temperatures up to 3250°F, its high-rammed density resists metal 
penetration, erosion and chemical attack, and it is free from shrink- 
age cracks that often cause furnace failure. 


NORTON 


Stabilized Zirconia materials, Norton technicians will help 
you find the exact R’s — engineered and prescribed refractories 
— you need for more efficient furnace operations. For details, 
see your Norton Refractories Engineer, or write to NORTON 
Company, Refractories Division, 308 New Bond _ Street, 
Worcester 6, Mass. Canadian Representative: A. P. Green Fire 
Brick Co., Ltd., Toronto, Ontario. 


REFRACTORIES 


Engineered... R. .. Prescribed 


Qdaking better products... 
to make your products better 











*Trade-Marks Reg. U. S. Pat. Off. and Foreign Countries 


, 
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More CFM 
Per Sq. Ft. of 










§ THERE'S ALWAYS ROOM FOR A 
& ROTO-CLONE. Believe it or not, this 
compact AAF Type W ROTO-CLONE 


is exhausting 50,000 cfm from this 
shakeout at General Steel Casting 
Corporation's Granite City, Ill. plant. 





Type W-ROTO-CLONE Exhausts 50,000 cfm 
In General Steel Castings Shakeout Operation 











aie 
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O look at it, you’d hardly believe that 
yas dust collector is capable of exhaust- 
ing 50,000 cubic feet per minute from this 
shakeout. But here, as is the case with all 
space-saving AAF ROTO-CLONES, looks 
are deceiving. 

In the installation pictured above, at Gen- 
eral Steel Casting Corporation’s Granite 
City, Illinois plant, the Type W ROTO- 
CLONE exhausts the dust through a hood 
which runs the full length of the shakeout. 
Collected material goes into a settling tank 
equipped with drag-type sludge ejector for 


automatic de-watering and removal of 
sludge. The clean, affluent water overflows 
to the sewer. 

High efficiency, minimum space, constant 
exhaust volume and maintained performance 
—these are the features of all AAF Dust 
Control Equipment. And these are the rea- 
sons for General Steel Castings’ consistent 
use of ROTO-CLONES over the years. 

For complete information about AAF 
Dust Control Equipment and practical 
assistance with your dust problems, call your 
local AAF representative or write direct to— 


, wn Aix Litter 


COMPANY, 


American Air Filter of Canada, Ltd., Montreal, P. Q. 


® 266 Central Avenue, Louisville 8, Kentucky 
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what 
made 
vacuum 
melting 


work ? 


primarily —newly discovered vacuum 
techniques applied to forty years of in- 
duction furnace manufacturing experience. 
And only at Ajax does this experience cover 
so many melting developments over such a 
long period of time. Successful vacuum melt- 


ing, as it comes from Ajax today, is just 





The first 1000-lb. vacuum furnace to be put into production. 
Photo courtesy Universal-Cyclops Steel Corp., Bridgeville, Pa. 


another refinement in Ajax quality melting 
at production speed. 

The vacuum furnace illustrated above is 
typical of a number which are now being 
built for purer, stronger alloys in capacities 
from 5 to 2000 Ibs. For details, write Ajax 


Electrothermic Corp., Trenton 5, New Jersey. 


Associated Companies: Ajax Electric Company—Ajax Electric Furnace Co.—Ajax Engineering Corp. 


| A 
\NORTRRUP, 
faa d 4 










SINCE 1916 


INDUCTION HEATING-MELTING 
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When shell molding was introduced to this 
country in 1947, Plastics Engineering Company 





was quick to realize the great potential of 





this new process. A laboratory was equipped to 





manufacture shell molds, special machinery 





was designed and fabricated and an intense 





research program was launched. The results of 
this research and the experience gained 

is available to you at your request. 

Write or call and one of Plenco's engineers will 
give you whatever technical advice and 
assistance is necessary to help you solve any 


plastics problem you might have. 


PLASTICS ENGINEERING COMPANY 
Sheboygan, Wisconsin 
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PLANNING STAGE... ~ 
-___ a Lithium Salt for 
~~~ Heat Treating. 


> 
J 


0 


LETC METALLURGY 


Lithium has been long established in the nonferrous 
foundry industry as a degasifier, deoxidizer, desulfur- 
izer and general purifying agent. The small amounts 
required put both the economics and technique within 
the limits of everyday nonferrous foundry operation. 
Now, tests under certain production conditions indi- 


cate that Lithium is equally valuable as a degasifier 
for aluminum castings. Still in the realm of research, 
Lithium Salts hold vast promise of valuable benefits 
for low temperature heat treating baths. Why don’t 
you look into this miracle element? This revolutionary 
technique is within your reach. Write for the details. 





LITHIUM CORPORATION 
OF AMERICA, INC. 


2600 RAND TOWER 
MINNEAPOLIS 2, MINN. 





MINES: Keystone, Custer, Hill City, South Dakota ¢ Bessemer City, North Carolina ¢ Cat Lake, Manitoba e Amos Area, Quebec « BRANCH SALES OFFICES: New York e Chicago 
CHEMICAL PLANTS: St. Louis Park, Minnesota ¢ Bessemer City, North Carolina e RESEARCH LABORATORY: St. Louis Park, Minnesota 
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Here are typical examples of how Hyster 
Industrial Trucks are helping to make 
tremendous savings in materials handling 
costs in foundries. 

Whether you are now using lift trucks, 
or haven't ever used industrial trucks of any 
kind, your Hyster Dealer is ready to help 
you achieve cost reductions. Because he 
keeps abreast of the materials handling 
problems and improvements, he has helped 
many foundries realize more profit from 
their operations. Why not call him today 
and take advantage of his specialized 
services? Materials Handling Trucks from 
1,000 to 30,000 pound capacities. 





HYSTER DEALERS 
GIVE YOU ALL 3 


1. PLANNING, Your Hyster Dealer 
will plan your materials handling opera- 
tion from scratch—or will analyze your 
present system to see if it can be improved. 


2. THE RIGHT TRUCK for your job 
from Hyster’s complete line of industrial 
trucks (1,000-30,000 Ibs) and over 100 job- 
attachments. 


3. THE RIGHT SERVICE — ample spare 
parts stock, shop facilities, factory-trained 
mechanics and an efficient field service that 
keep your Hyster lift trucks going on your 
job, wherever your job might be located. 
Hyster trucks are noted the world over for 


their low downtime. 




















RAR we 2: 
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HYSTER 


FOR AMY LIFT OR PULL 





HYSTER 


PLANNED MATERIALS HANDLING 
SAVES TIME AND MONEY 
in foundries 





HYSTER YT-40 operates over rough and muddy ground. No other lift truck 
in the 4,000 Ib. class was found by this foundry to stand up in this service. 





KARRY KRANE™ with sling and hook arrangement transports long pipe 


through narrow driveways. 


HYSTER company 





FOUR FACTORIES: Portland, Oregon; Danville, Illinois; Peoria, IIlincis; Nijmegen, The Netherlands. 
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2902-30 N. E. Clackamas......... Portland 8, Oregon 
1010-30 Myers Street.............. Danville, Illinois 
POU ING Mets cus nemesis Nijmegen, The Netherlands 
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SAND ADDITIVES 


Westonite 
Triplact 
Plasti-Bond 
Maplex 


you can get it from 


EASTERN CLAY 


—materials and equipment for efficient 
foundry operations 


SPECIAL BINDERS 


Balanced Revivo 
Revivo Core Paste 
Revivo Dry Bond 
Revivo Core Mud 





FOUNDRY 
EQUIPMENT 


Dura Products 


Bondactor 
Refractory Gun 


Taccone Diaform 
Molding Machine 


QMS 
Tate seational 


Gey 














STANDARD 
BONDING CLAYS 


Black Hills Bentonite 
Revivo Bond 
Dixie Bond 





SPECIAL REFRACTORIES 


Zircon Brick 
HTR Plastic Brick 
HTR High Temperature Cement 
HTR Castable 





STANDARD LININGS 


Revivo Fire Clay Cupoline 
Lawco Fire Clay Superline 
Bondact Fire Clay Hyline 
Cupoline Plastic Pitline 


Cupoline Ladle Mix 


Many of today’s accepted foundry practices such as syn- 
thetic sand, southern bentonite, chemical sand additives, 
cupola “gun patching” and pressure and diaform molding 
stem from Eastern Clay’s pioneering, research and devel- 
opments in materials, equipment and methods. 

You can get from Eastern Clay this wide variety of ma- 
terials and equipment plus modern technical know-how 
on improved operating efficiencies and the production of 


finer quality castings. 


So call your Eastern Clay representative. You'll get 
prompt, understanding and helpful cooperation. 


car to car. 





In addition to our own laboratories, four in number, we carry 
on tests constantly at universities, research institutes and 
private laboratories. Quality is dependably uniform from 
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re produced to: th Black Hills Slurry Grade. 
3 lowest possible dus ; Coarser than our 80- 

" levelto oliminate lo 2 fineness grade; rec- 
the muller. For re _ ommended for rap- 


_ id dispersion and 














maximum efficien-. | 
cy in water when 


i t 
ee alae clay is added to 


BENTONITE 
pulverized or 200- 


‘sand asa slurry. 


mesh. Selected by 
foundries generally 
for rapid mulling. 
Strong, uniform, 
dependable. 


Salernational, 
Gems?) 
EASTERN CLAY PRODUCTS DEPT. 


INTERNATIONAL MINERALS & CHEMICAL CORPORATION 
General Offices: 20 North: Wacker Drive, Chicago, 6 


DIXIE BOND + BLACK HILLS BENTONITE - TRIPLACT + REVIVO CORE PASTE - REVIVO BOND - BONDACTOR - CUPOLINE - DURA PRODUCTS - WESTONITE 
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With the black light of Magnaflux-Magnaglo, 
you can give a low cost check to each produc- 
tion step to find WHERE and WHY invisible 
cracks are being “built-in” your castings. 


A high percentage of cracked castings 
doesn’t just happen—there’s always a 
reason. It may be in pouring, sprueing, 
shake-out, cleaning, handling, grinding or 
heat treating — even shipping. 

But which step is at fault? why? 

By answering these questions, non- 
destructive inspection with Magnaflux* 
can help you SAVE MONEY. By sample 
checking of the output from each produc- 
tion step, Magnaflux shows where the cracks 
first appear, helps you to find the faulty 
operation or process and suggests the rem- 
edy. Correction often involves only a minor 
change in production techniques. Result: 
production runs with almost no cracks. 


MAGNAFLU X 


MAGNAFLUX CORPORATION 
7350 West Lawrence Ave. « Chicago 31, Ill. 


New York 36 « Pittsburgh 36 « Cleveland 15 
Detroit 11 * Dallas 19 « Los Angeles 58 





ceonrponatvtion 


FIND THE CAUSE OF CRACKS 





and you’ll cut 


fhe COST of castings 





et ee : 

> Qa ~_: 

SSS: 
HEAT 


TREATING: 


GRINDING 


How much you can save with Magnaflux 
naturally depends somewhat upon your 
own operation. In practically every case 
Magnaflux can help you to turn out better 
castings at greater profit per casting. Ask to 
have a Magnaflux engineer give you the 
facts and figures! They’re interesting and 
enlightening! Set the date now! 


*Magnaflux is a registered trademark 
of the Magnaflux Corporation. 





HANDLING 








IMPROPER HANDLING CAUSED THIS CRACK 








of a crack. Sampling inspection with Magnaflux showed h 


was simple — production of sound castings increased. 











White line on bell-end casting for an electric motor is a Magnaglo indication ) 
dling methods 


were consistently causing this crack. With the cause located, correction 
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CUTTING-OFF IS ONE OF MANY BN APPLICATIONS. This glass cloth-reinforced wheel — one of the safest and 


longest lasting in industry — is also a cost-cutting ‘Touch of Gold” performer for snagging, slotting, notching, etc. 


You can do—and save— 
a lot with the BN: 


Popular Norton Reinforced Wheel brings the profit- 


a (orTony 


any £ 











building “TOUCH of GOLD” to many different jobs 


Strength, safety and versatility are the 
reasons why the Norton BN reinforced 
wheel is one of the foundry industry’s 
most valuable production tools. 

This straight wheel is strong and safe 
because of its resinoid bonded, glass 
cloth-reinforced structure that assures 
high resistance to breakage. 

You'll find the BN unequalled for 
cutting-off gates and risers on non- 
ferrous castings, on both stationary and 
swing-frame machines. On_ portable 
grinders, bench stands and floor stand 
grinders you can use it for nicking gates 
and risers and slotting — also, for light 
snagging and cleaning of both ferrous 


and non-ferrous castings. 


September 1955 


And it will do all these jobs for you 


with the fast cutting action, low rate of 


wear and wide margin of safety that add 
up to money-saving “Touch of Gold” 
performance. 

See your Norton Distributor 
about a demonstration of the BN and 


other Norton reinforced wheels in your 


NORTON 





foundry. Ask him for the big new rein- 
forced wheel catalog with net prices. Or 
write to NorroN Company, Worcester 6, 
Mass. Distributors in all industrial areas, 
listed under “Grinding Wheels” in your 
book, Export: 


Behr-Manning Overseas In- 


phone yellow 


Norton 


pages. 


corporated, Worcester 6, Mass. 


W-1656 


Gdlaking better products... . 
to make your products better 


and its BEHR-MANNING division 


NORTON COMPANY: Abrasives ¢ Grinding Wheels ¢ Grinding Machines « Refractories 
BEHR-MANNING DIVISION: Coated Abrasives * Sharpening Stones ¢ Pressure Sensitive Tapes 
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», Wow.,.Machining 


~ and Heat Treating 





with TOCCO Induction Heating 


Mechanics Universal Joint Division of Borg-Warner 
Corporation now combines automatic heat-treating 
and metal-working operations on the same machine!* 


A Tocco Inductor Coil, matched to one spindle of a 
multiple spindle automatic screw machine, heat 
treats the inside diameter of automotive trunnion 
cups—after they have been completely formed on 
the same machine tool. Twenty-two, 20 and 50 kw, 
450,000 cycle TOCCOtron Induction Heating units 
and 44 automatic screw machines (installed here 
and in other plants) make up this high-speed pro- 
duction team. 


THE OHIO CRANKSHAFT COMPANY 
Dept. F-9, Cleveland 1, Ohio 


This new method permits the use of SAE 1144 steel 
and eliminates costly, time-consuming copper plat- 
ing and carburizing operations formerly required. 
Heating and quenching cycles total approximately 
10 seconds per part, and production is in excess of 
300 parts per hour from each machine. 

If your products or their components require heat 
treating, soldering, brazing or forging it will pay 
you to investigate TOCCO for better, faster ways of 
producing them at lower unit cost. 


Write for free catalog —TOCCO Induction Heating. 


SEE this application 
in operation at 
Cone Automatic Machine Co. 
BOOTH 401 


National Machine Tool 
Builders’ Show 


CHICAGO — Sept. 6-16. 
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CHERRY EASY-OFF FLASK 





ALUMINUM EASY-OFF FLASK 


The ADAM 


Look at these features and youll 
agree that the Adams line can 
mean economy, efficiency, and 
better molds for your foundry. 
Above is the Adams jacket 
available in either cast iron or 
cast aluminum. They are cast 
from a top grade metal mixture 
best suited for their purpose. The 
sturdy construction as a result of 
the vertical ribs inside and hori- 
zontal ribs outside plus the han- 
dles at either end assure you of 
long life for this equipment 
and ease in handling. These 
jackets afford you MAXIMUM 


ADAMS Cast Iron or 


Cast Aluminum Jackets 





STRENGTH with MINIMUM 
WEIGHT. 

Here are jackets that assure 
you perfect mold fit—will give 
you the greatest strength while 
allow for 





under pouring strain 
free flow of gases all because of 
INSIDE CORRUGATIONS. 
These VENTILATED jackets 
are first choice in foundries 
across the nation. 

Look into the advantages cast 
iron or cast aluminum can offer 
you depending upon your found- 
ry needs. We will be happy to 
make recommendations to fill 
your requirements. 


For the most complete line of flask equip- 


ment available . . 


§ Company 





700 FOSTER STREET, DUBUQUE, IOWA, U.S.A. 
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. always look to Adams! 






1883 


MOLDING MACHINES 


and 
FLASK EQUIPMENT 


ESTABLISHED 








Punching Out Extra Profits 


Dependable Westinghouse Air Compressor supplies versatile, 
economical air power to raise production and lower costs 


That’s just what the operator of this punch 
press is doing — punching out the extra profits 
that result from increased production. 


And it’s a Westinghouse Air Compressor 
that’s responsible for his greater output. 


Why? Because Westinghouse Air Compres- 
sors have 15 features not found in any other 
compressor — features that mean greater de- 
pendability and greater efficiency for low-cost 
operation. Here they are: 


Type M inlet filter, disc valves, enclosed 


crankcase, anti-friction main bearings, pres- 
sure lubrication, low oil level protection, en- 
closed starting unloader, adequate cooling fins, 
“Y” type construction, high velocity fly-wheel 
fan, large size intercooler, thermal overload 
protection, greater weight, dual control, and 
one-year warranty period. 


Let compressed air help you punch out those 
extra profits with its versatility. And guarantee 
yourself a trouble-free source of supply by using 
Westinghouse Air Compressors. Sizes up to 40 


hp — write for latest literature. 
Ww-102 


Westinghouse Air Brake Co. 








PORTABLE AIR COMPRESSORS TRAC TAIR 





STATIONARY AIR COMPRESSORS 


Milwaukee 14, Wisconsin 





AiR TOOLS ENGINES 
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ACCO WRIGHT Electric Hoists for 
ix Top Production, Easiest Maintenance 



















WRIGHT Speedway Electric Hoists—Frame 1, Frame 2 and Frame 3— 
are ideal HOISTS for handling production materials where the load 
requirements ARE from % ton to 10 ton capacity. Their design in- 
cludes many advanced SAFE operating features. Sound choice of com- 
ponents provides them with EFFICIENT balance for smooth running. 


Parts are designed and built to give RUGGED performance with a 
SPEEDWAY 





minimum of care. Plant operating men find them ADAPTABLE to HOIST 
almost every type of shop work because of the wide range saldaae mt 


of speeds, lifts and mountings. 





The more particular you are in your selection of hoisting equipment — 
the more likely you are to choose WRIGHT 


Write our York, Pa., office for any or all 
of these fully informative bulletins— 
Bulletin DH-133B on Frame | and 1% WRIGHT Speedways 
Catalog E-54A on Frame 2 and 3 WRIGHT Speedways 
Bulletin DH-504 on WRIGHT Electric Roller Chain Hoist 


Wright Hoist Division 
AMERICAN CHAIN & CABLE for 


Better MOTOR BRAKE & SOLENOID 


) York, Pa., Atlanta, Chicago, Denver, Detroit, Los Angeles, New York, FRAME 2 and FRAME 3 HOIST 
Philadelphia, Pittsburgh, San Francisco, Bridgeport, Conn, Value "Nothing to adjust but the cam!” 
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WRIGHT 


Electric Roller Chain Hoist 













SPEEDWAY 
HOIST 


FRAME 1 


e %, 2, 1 and 2-ton capacities 






@ Fewest number of wearing parts 





@ Self-locking, double-worm gear 
acts as own load brake 







@ Spring-set, shoe-type motor brake, 
clam shell type 









@ Oversize precision ball bearings 






®@ Forged steel-alloy hook, 
swings and swivels 


COMPETITIVELY PRICED 









EN 
AGA THis DOUBLE-wWORM GEAR 





MOTOR BRAKE 
FRAME 1 and FRAME 1'/2 
“Nothing to adjust but the cam!" 












Cut your costs with 


b: 


AIR COMPRESSORS. 
4 AIR HOISTS ) 
AIR CYLINDERS 





A plentiful supply 


of air to speed production throughout your plant 
is assured with powerful, precision-built Curtis 


Air Compressors. 


®@ air-cooled, two stage— Y% to 20 H.P. inclusive 


® water-cooled, single stage—20 to 50 H.P. 
inclusive 


@ Timken tapered main bearings permit easy 
external adjustment 


@ long-life pressure-lubricated connecting rod 
and piston pin bearings 


Tank-mounted compressors in sizes from “% 
through 15 H.P. inclusive (1 to 78 cu. ft.)—also 
available in base-mounted type. 





Simple and base-mounted compressors from “4 
through 50 H.P. inclusive (1 to 300 cu. ft.). 





LIFT, LOWER, 
PUSH or PULL 


easily, economically and safely with 
Curtis Air Hoists and Cylinders... 
capacities up to 10 tons. 


@ lower initial cost 


@ lower maintenance costs 





© smooth operation and 


BRACKETED AIR CYLINDERS... can be 
mounted horizontally or vertically for lifting, 


precision control 


e@ self-closing, rotary disc : ‘ : 
vis owering, pushing or pulling. 
self-grinding valves 


PENDANT AIR HOISTS... . ideal for 


any lifting or lowering operation. 





FOR COMPLETE INFORMATION ON THIS CURTIS COST-SAVING EQUIPMENT... WRITE TODAY! 
CURTIS PNEUMATIC MACHINERY DIVISION 


of Curtis Manufacturing Company 
1922 KIENLEN AVENUE - ST. LOUIS 20, MISSOURI 


CM-837 


OTHER CURTIS PRODUCTS: Automotive Lifts and High Pressure Car Washers; Commercial and Home Air Conditioning 
56 FOUNDRY 






























There is 
no substitute 
for the skill 
and knowledge 


of experience 


DEMMLER INTRO 






DEMMLER 
Core Box Vents 


You can depend, too, on 
Demmler precision core box 
vents. Brass slotted, steel slotted 
and screen types in sizes that 
meet every application. 





The DEMMLER model 55 
CORE BLOWER 


Whether it be in science or engi- 
neering, experience is the founda- 
tion on which ideas and improve- 
ments are built. Based on 45 
years of core blower designing, 
the Demmler 55 is the perfect 
answer where your core blowing 
requirements call for fast, eco- 
nomical production on short run 
jobs. It has one hand valve that 
operates both vertical and hori- 
zontal core box clamps and blows 
the core in only 3 seconds! The 
model 55 handles cores up to 4 
Ibs. and can be used for core 
boxes with depths up to 10”. A 
Demmler leader built for profit! 





















, Literature 












Wm. Demmler & Bros., Kewanee, Illinois Write 
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Fumes are really 
given the air at 
G.H.R. Foundry, 
Dayton, 0., where 
Kirk & Blum 


". installation serves 
“4 pouring lines 








A 260,000 C. F. M. exhaust system whisks fumes, 
smoke, and gases from four pouring lines and two 
Kirk & Blum smoke tunnels. Offset exhaust stacks clear 
overhead cranes. A separate 60,000 C. F. M. supply 
system furnishes outside air for man cooling at 


the pouring lines. 


This installation at G. H. R. Foundry, ° ? 
Dayton, Ohio, typifies Kirk & Blum's 
a P : Fume exhaust system and forced 
complete service: Design, Fabri- air cooling of working orea 
cation, and Installation of Dust 


and Fume Control Systems. 


Let Kirk & Blum design a 


system specifically engineered for 
Core cooling, fume exhaust and 


conditions in your foundry. Put worker cooling arrangement 


“Clean Air... the Invisible Tool’’ 






to work in your plant. 


Write today outlining your fume 


and dust problems. 


KIRK . FLum 


FUME AND DUST 
CONTROL SYSTEMS 


THE KIRK & BLUM MANUFACTURING CO. 


3239 Forrer Street Cincinnati 9, Ohio 
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ore provides an extra-wide choice of abrasive shapes and 
sizes for time-saving, money-making solutions of many of your 
foundry’s grinding problems. Designed for quick work on fins, part- 
ing lines and other jobs, Peninsular grinding wheels provide you 
unusual quality and performance backed by sixty-six years research 
on all kinds of grinding assignments. 

Peninsular’s cooler-cutting, easier-running, resinoid portables are 
the natural choice of particular operators everywhere. Enjoy easier, 
faster, economical grinding. A Peninsular abrasives engineer will 
help you obtain it. Write or wire us today! 


to make your portable grinding 


EASIER, FASTER, ECONOMICAL! 


Send today for your copy of the re- 
cently-issued Peninsular Catalog No. 
5E. It lists complete specifications and 
prices on this leading line of superior 


abrasive items for industry. 


(NINSULA,) =THE PENINSULAR GRINDING WHEEL DIVISION 
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METROLT, MItchH k GAM 


OrSTRIBUTORS I N rt | PERRNSE 1 PAL ClLnpees 





AT THE FRONTIERS OF PROGRESS YOU'LL FIND... 





Lowering of Airco batch feeder into ladle for injection of calcium carbide. 


Now! Gray-lron foundries can reduce 
cost of producing ductile iron 


INEXPENSIVE AIRCO CARBIDE INJECTION PROCESS CAN SAVE UP TO 
50% BY REDUCING NEED FOR EXPENSIVE ALLOYS 


the new process have reported substantial savings 
by substituting less expensive alloys. Another fea- 
ture of the process is its flexibility, since by using 
carbide treatment the same cupola charge may be 
used for producing a variety of grades of iron. 


Calcium carbide, dry nitrogen and a simple, in- 
expensive batch feeder are all that gray iron foun- 
dries need to reduce production costs of ductile 
iron, thanks to a new process developed by Airco. 


When finely ground Airco No. 20 Special Car- 
bide is injected with nitrogen into molten iron, the 
desulphurization is so uniform and efficient that 
ductile iron can be produced from acid cupola iron 
after carbide treatment. The low sulphur content 
of carbide treated irons—as low as 0.01% means 
the quantity of expensive alloys may be reduced 
with no sacrifice of mechanical qualities. Users of 


The new calcium carbide injection process is the 
result of Airco Technical Service’s continuing 
effort to find new, profitable techniques for cus- 
tomers. If you have a cutting, welding or metal- 
lurgical problem, why not ask Airco to help you? 
Write to your nearest Airco office. 


Divisions of Air Reduction Company, 
Incorporated, with offices and 
dealers in most principal cities 


lf A 4 Sa R E D U Cc T } o ® Air Reduction Sales Company 
Air Reduction Pacific Company 
Represented internationally by 
Airco Company International 
— $j 60 East 42nd Street e New York 17, N. Y. Sorsien Sunsidiaslen: 
® Air Reduction Canada Limited 


Cuban Air Products Corporation 














PURECO — 


Products of the divisions of Air Reduction Company, Incorporated, include: AIRCO — industrial gases, welding and cutting equipment, and acetylenic chemicals ° 
. 


carbon dioxide, liquid-solid (*‘DRY-ICE'’) * OHIO — medical gases and hospital equipment * NATIONAL CARBIDE — pipeline acetylene and calcium carbide 
COLTON — polyvinyl-acetates,—alcohols, and other synthetic resins 
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Now 3 Crouse-Hinds foundries 
are LINK-BELT mechanized 
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OVERFLOW BELT CONVEYOR 
PADDLE 


MIXER 


























LINK-BELT COMPANY: Executive Offices. 307 
Principal Cities. Export Office, New York 7; Canada, Scarboro (Toronto 


























Ma At squeeze molding side of Crouse-Hinds’ Syracuse aluminum foundry, 

sand travels on Link-Belt distributing belt conveyor over molders’ hoppers. 
Overtlow sand is carried on Link-Belt cross belt conveyor in background to shake- 
out belt conveyor, which is also fed by hoppers at foot ends of roller conveyors. 


Link-Belt equipment on sand preparation floor includes storage tank, revolving 
plate feeder, double paddle mixer and inclined belt conveyor delivering to dis 
tributing belt conveyor. Operation involves two similar systems, each feeding 
20 molders’ hoppers at a capacity of 35 tph of prepared sand. 


New Syracuse aluminum foundry answer. Your foundry may be large or small — gray 
' . . iron, steel, malleable or non-ferrous. Whatever your 
dels modern sand handling Sysiem requirements, Link-Belt equipment and proved en- 


gineering practices can cut your operating Costs. . . 
conserve manpower for more exacting jobs. Our 


—— mechanization reduces unit costs... foundry specialists will pool their experience and 


speeds production . . . betters working condi- judgment with yours and your consultants’ t¢ pro- 

tions. And Crouse-Hinds has proved it — ¢/ree vide smooth coordination between operations . . 
times since 1928. The most recent installation — in boost production in present floor space. And it all 
their Syracuse aluminum foundry — provides low- begins with a call to your nearby Link-Belt office. 
13.654 


cost sand handling. Sand is moved mechanically 


through preparation, molding, shakeout and _re- a 
conditioning. ¥/- z 
If your castings output is limited by an outdated 
sot 1OVine ; eWK BL 


handling system, Link-Belt mechanization is the 





N. Michigan Ave., Chicago 1. To Serve Industry There Are Link-Belt Plants and Sales Offices in All 
13); Australia, Marrickville, N.S.W.; South Africa, Springs. Representatives 
Throughout the World. 
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HOW TO BUY CUT-OFF WHEELS 


FOR FASTER, SAFER 
FOUNDRY CUTTING 


...and get 
“More Use per Dollar’ 


Look for a wheel specially de- 
signed to take the abuse and ex- 
cessive strain of heavy cutting on 
castings without wheel breakage. 
Safe, fast, efficient cutting of gates 
and risers on castings is a fre- 
quent foundry problem. The high 
cutting ability of conventional 
abrasive cut-off wheels is offset by 
their failure to withstand opera- 
tional distortion and side-strain 
in cleaning-room operations. Good 
operational practice, of course, 
requires a steady, straight feed to 
make a clean cut without undue 
side-strain or possible shattering 
of the wheel. Correct mechanical 
reinforcement built-in the wheel, 
however, can give a degree of 
added protection against these 
operational hazards that will vir- 
tually eliminate such wheel fail- 
ures... increase cutting efficiency 
and cleaning-room production. 
Specify the abrasive cut-off wheel 
reinforced for foundry operating 
conditions . .. specify Manhattan 


Reinforced Foundry 
(iN 


Cut-Off Wheels. 









Flat Belts V-Belts 


WRITE 


MANHATTAN 





MANHATTAN REINFORCED CUT-OFF WHEELS 


These cut-off wheels are rein- 
forced two ways. Special fibers in 
the bond increase by 50% the 
strength to withstand destruction 
by centrifugal force. Special 
industrial fabric lateral reinforce- 
ment enables Manhattan Rein- 
forced Cut-Off Wheels to perform 
under adverse conditions of side- 
strain far beyond the endurance 
of conventional cut-off wheels. In 
addition, actual field reports indi- 


TO ABRASIVE 


RUBBER 


WHEEL 


DIVISION — PASSAIC, 


RAYBESTOS-MANHATTAN, INC. 


cate up to 25% higher cleaning- 
room production with these 
wheels on both stationary and 
swing-frame cut-off machines. 
Ask your Manhattan representa- 
tive to show you how to get faster, 
safer cutting and increased pro- 
duction... “More Use per 
Dollar” ...with Manhattan 
Reinforced Foundry Cut-Off 
Wheels and other types of high 
speed, heavy duty wheels. 


DEPARTMENT 


NEW JERSEY 


AS Von PD 


Conveyor Belts Hose 


Roll Covering 


Tank Lining Abrasive Wheels 


Other R/M products include: industrial Rubber * Fan Belts + Radiator Hose + Brake Linings * Brake Blocks * Clutch Facings 
Asbestos Textiles * Packings « Engineered Plastic, and Sintered Metal Products * Bowling Balls 
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IT’S A FACT ... intricate and extremely accurate 
hollow cores can be blown and cured 
in less than a minute! 


These new hollow cores provide valuable production 
advantages at remarkably low cost. They eliminate 
venting problems ... assure closer tolerances and more 

uniform castings ... permit faster, easier shake-out 

can be mass produced by one man without secondary 


operations or use of driers and ovens. 


) 


WITH THE NEW SPO HQ MI 
MACHINE 


This revolutionary development in core production 
is made possible by the new SPO Holo-Core machine. 
Now available in two sizes, it features the well-known 
SPO characteristics of speed, simplicity, safety 
and sturdy maintenance-free construction. And... 
like all SPO equipment . . . the Holo-Core 
machine is designed to give you 
higher production and profits. 

For details and prices 


WRITE TODAY FOR NEW BULLETIN SC-100 


7SPO INCORPORATED 


6449 Grand Division Avenue Cleveland 25, Ohio 
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Write today for free literature and prices. 





Fremont magnesium Spreadlock 
Flasks by actual use have been 
proved easier to handle . . . much 
sturdier than aluminum. They take 
abuse .. . last longer. 
Accurately machined, they assure 
more exacting work. The men like 
them. No sand can lodge in the corners. 
Gaps are completely closed by 
long-life, replaceable live 
rubber inserts. 


IMPORTANT 
MONEY 


All orders given prompt attention. 


GUARANTEED 
PERFECT 
ALIGNMENT 
The foolproof GROOVLOCK pin 


on Fremont Standard 
Slip Flasks is the difference. 


New sides or ends can be quickly inserted 
in Fremont Cast Iron or Cast Aluminum 
Jackets. Entire jackets need never be scrapped. 


| The “Fremont 


Fremont, Ohio 


Ne 





FOUNDRY 





le Tt con EE ee Eile © lens ten oe 


Se 

















Detroit Electric Furnace Announces 


LIBERAL LEASING PLAN 


Get production savings from 


Detroit ROCKING Electric Furnaces 


without heavy capital investment 


A liberal leasing plan is now being offered 
by Detroit Electric Furnace to allow more 
foundries to enjoy the production economies 
of these exceptional indirect arc electric 
furnaces. Now manufacturers can have 
modern, efficient metal melting equipment 
without large outlays of working capital. 


Under the DEF leasing plan, you'll find that 
manufacturing savings from reduced melt 
losses, less scrap, and savings in labor and 
time will more than pay for the furnace 
lease. 


The original lease term of three years re- 
requires a reasonable deposit and a low 
monthly rental computed on the commercial 


2 a Ge ee es es es es ee ee ee ee es ee 


Here’s what users say about 
Detroit focxine Electric Furnaces 


A brass foundry writes — 

“We have been using Detroit Electric Furnaces for many 
years and at present have 4 of your Type LFN #500, 
which have proven most satisfactory. Your furnace equip- 
ment has enabled us to produce our hot metal requirements 
for our foundry with approximately one-fourth of the labor 
required with other type melting equipment, with approxi- 
mately 70% saving in our metal shrinkage, as well as a 
saving in fuel and maintenance cost.” 

A gray iron and alloyed castings producer — 

“Over a long period of years we have successfully used 
Detroit Electric Furnaces and we have demonstrated to our 
own satisfaction that they have a definite place in our 
melting operations. As far as we are concerned, certain of 
our gray iron and alloy iron castings are produced with 
best results in our Detroit furnaces.” 


purchase price of the equipment. Lease may 
be renewed for two more three-year terms 
at considerably reduced rentals. Minimum 
value of equipment which will be leased is 
$5,000. 


A lease renewal or a purchase (fair market 
value) option may be exercised at any time 
after the initial three-year term. 


This leasing plan is available on all Detroit 
Rocking Electric Furnaces and equipment. 
Take advantage of this opportunity to have 
these famous furnaces working for you with- 
out large capital investment. A letter to De- 
partment L, Detroit Electric Furnace Divi- 
sion, will bring you complete information. 
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DETROIT ELECTRIC FURNACE DIVISION 


KUHLMAN ELECTRIC COMPANY > 


Bay City, Michigan 


Foreign Representatives: in BRAZIL—Equipamentos Industrias, “Eisa’’ Ltd., Sao Paulo; CHILE, ARGENTINA, PERU and VENEZUELA: M. Castellviinc., 150 Broadway, 
New York 7, N.Y.; MEXICO: Cia Proveedora de Industrias, Atenas 32-13, Apartado 27A3, Mexico 6, D. F., Mexico; EUROPE, ENGLAND: Birlec, Ltd., Birmingham. 
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300 Ib. aluminum bronze bearing cap cast with THERMO- 
Note 
opening which facilitates removal of riser from casting, result- 


TOMIC feeding ring core under riser. small feeder 


ing in greatly reduced cleaning costs. 
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NOTE THESE TYPICAL RESULTS FROM THE USE OF 
SOFFEL’S Carbon Free LIQUIDIZER 


With the application of 1 pound of SOFFEL’S CARBON 
FREE LIQUIDIZER, this 6” x 6” chrome-nickel-steel riser was 
reduced in weight from 32 pounds to. 13 pounds average. A 
savings of 19 pounds of salable metal, normally discarded as 
scrap, was fed into the casting and produced a heavier, sounder 
casting. Note the feeding head can be knocked off easily, 
saving burning costs. There is no better feeding head com- 
pound at any price than SOFFEL’S CARBON FREE LIQUID- 
IZER. 







THERM(JTOMIC COMPOUND 


and 
CARBON FREE LIQUIDIZERS 


Keeps Metal Molten! 


for Steel, Iron, Aluminum 


Brass, Bronze, Copper 


PRL OPODe ODL LFF 


THERMOTOMIC “X” is a patented exothermic compound that 
produces a temperature over 3500° F. It can be molded or baked 
into any desired shape the same as sand cores. THERMOTOMIC “X”’ 
is used as knock off core rings with 1!/ inch feeder opening under 
risers of feeding heads, also as insulating sleeves, inserts and facings, 
or mixed with facing sand where it is desired to maintain fluidity 
of the casting metal. Shorter and more compact heads and risers can 
be used. The small feeder opening permits easy removal of feeding 
heads and risers. In conjunction with THERMOTOMIC COM- 
POUNDS, we recommend the use of exothermic CARBON FREE 
LIQUIDIZER NO. 5 on top of the metal in the heads or risers as 
an insulating cover. For green sand casting molds, use THERMO 


TOMIC WP (Waterproof). 
U. S. Patents No. 2,490,327 and No. 2,500,097 





THERMOTOMIC Strainer Core PRODUCES MONEL 
CASTINGS 270 LBS. SOLID 


Made direct pouring through the Thermotomic strainer 


core under the feeding head. 


by 


No chills were used, no shrinkage at the flange. Note depth 


of shrinkage in the feeding head. 


BEWARE OF IMITATIONS! We are the originators of CARBON 
FREE LIQUIDIZER and THERMOTOMIC COMPOUNDS 


PITTSBURGH METALS 


1352 MARVISTA ST., N.S. 


PURIFYING COMPANY 


PITTSBURGH 12, PA. 


WORLD'S LARGEST MANUFACTURERS OF FLUXES AND PURIFIERS FOR ALL METALS AND ALLOYS 
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PLIST ELL © 


Complete Mechanized SI 
Foundry Systems 


















New Eastern Foundry Produces More Than 3,000 Engine Blocks a Day 


Planet Corporation considers it an honor to have designed, fabricated 
and installed many of the systems in this foundry, including: 





Drag and Pan Conveyors 5. Tumbling Mill Hoppers 
Briquetting System 6. Waste Sand System 
Casting Cooling Conveyor 7. Stoney Knockout 


Core Delivery Conveyor 3. Slurry System 
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Castings being trans- 


ferred from mold cor Reclaiming system for 
veyor to Planet 6 core knockout. 

I-Beam trolley conveyor 

for knockout and cooling. 





COMPLETE MECHANIZED FOUNDRY SYSTEMS 








Rotary shot separating screen 
and belt conveyor. Fed by a 
series of belts, this installation 
separates shot from sand for 
reclamation. 


The waste sand system in this 
foundry handles about 20 
tons per hour. 


























Planet Corporation designed and 
installed 14,000’ of 6” 1-Beam 
trolley conveyor to move all cast- 
ings from shakeout areas to the 
cleaning room, passing through the 
cooling court above. 


There are 2,200’ of drag conveyors 
below the cooling court. They auto- 
matically keep the area clean of 
all sand. 


. 


One of six flat top pan conveyors 
which move castings through grind- 
ing and cleaning operations. 


Casting cooling trolley conveyor at 
shakeout. 


PLANE 
CORPORATION 


1818 SUNSET AVENUE\ 
LANSING, MICHIGAN 





Once again — here’s proof positive — 
“It Pays to Plan with Planet’. 








Powder-Cutting 
Saves *2,000 








Powder-cutting replaced cold-sawing in this foundry opera- 


tion, and did three times the cutting in half the time. 






LINDE engineers were called in to help solve the problem of 





reducing giant flywheel castings to furnace-charging size. The 









castings had been part of an experimental program to develop 






accurately balanced flywheels for diesel engines. Test castings 






had to be cut for remelting. .. . But because of their great size, 






scrapping by formerly used methods would have been costly— 






if possible at all. LINDE advised powder-cutting. 






In powder-cutting, a powdered metal is added to the oxygen 





stream to raise the temperature of the cutting flame, and 






increase the speed of the severing action. Among other things 






foundries are using powder-cutting to remove gates and risers 












from stainless steel castings, to wash away sand-incrusted casting 
This 3-ton, 13-in, thick manganese-bronze flywheel casting was surfaces, and for gouging out defects prior to repair welding. 
reduced to furnace-charging size by powder-cutting in less than 





} LINDE service engineers will be glad to help you determine 
8 hours. Previous methods required over 16 hr. to cut up a ‘ 8 PY 
casting only 4-in, thick. Powder-cutting proved to be the most the best powder-cutting setups or other uses of the oxy-acetylene 


economical method for this job. process for your needs. 





' LINDE AIR PRODUCTS COMPANY e o 
A Division of Union Carbide and Carbon Corporation ; 
30 East 42nd Street [I[mf New York 17, N.Y. 
Offices in Other Principal Cities 
In Canada: LINDE AIR PRODUCTS COMPANY 


Division of Union Carbide Canada Limited, Toronto 
(formerly Dominion Oxygen Company) 


Trade-Mark ~~ 









Linde” is a registered trade-mark of Union Carbide and Carbon Corporation. 
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stacks up best 
for fluxing 
and. 
desulphurizing 





BECAUSE Purite produces higher percentages of 
finished castings—fewer rejects per ton of metal poured. 


BECAUSE Purite gives 100% fluxing action in the cupola 
—100% desulphurizing action in the ladle. 

BECAUSE Purite is time-tested and proved for rapid 
and unsurpassed desulphurizing uniformity. 

BECAUSE Purite permits the use of higher-sulphur 

raw materials. 


BECAUSE Purite is 100% pure fused soda ash—you 
do not pay for inert materials. 





BECAUSE Purite comes in uniform 2-lb. pigs—no 
weighing or measuring required. 


BECAUSE Purite does not crumble—is easy to handle 
—no waste, no dust. 


BECAUSE Purite can be shipped in bulk carloads at 
substantial savings over bag shipments—is easily 
stored without deterioration. 


BECAUSE Purite, the scientific flux for better melting 
and cleaner iron, is sold by leading foundry supply 
houses in the United States and Canada. 





~ MATHIESON CHEMICALS 


OLIN MATHIESON CHEMICAL CORPORATION 
INDUSTRIAL CHEMICALS DIVISION . BALTIMORE 3, MD. 





MATHIESON 
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3M METHOD — better from start to finish as 





BEFORE 





St. Paul foundry increases production 
60% with 3M Abrasive Belts! 





80 Castings per belt! 3M Coated Abrasives are long- 
lasting production tools, designed to do the best possible 
grinding and finishing job at lowest cost to you. 


Write Today for FREE Booklet!» 


Made in U.S.A. by Minnesota Mining and Mfg 
Co. General Offices: St. Paul 6, Minn. In Can- 
ada: London, Ont., Can. Export: 122 E. 42nd 





St., New York City. Makers of ‘‘Scotch’’ Pres- 
sure-Sensitive Tapes, ‘‘Scotch’’ Brand Magnetic 
Tape, ‘‘3M’’ Adhesives, ‘‘Underseal’* Rubber- 





ized Coating, ‘‘Scotchlite’’ Reflective Sheeting, 
‘‘Safety-Walk’’ Non-slip Surfacing 


September 1955 





Union Brass & Metal Manufacturing Co., increased 
production from 25 finished acorn faucets per hour to 40, 
when they switched to the 3M Method using ‘“‘Wetordry”’ 
type belts. This manufacturer of brass plumbing fixtures 
formerly used set up wheels for grinding and polishing 
found the wheels slow, finishes unsatisfactory. When the 
3M Method was installed (using Grit 480 ‘“‘Wetordry”’ belts 
for roughing, Grit 4180 belts for polishing) production in- 
creased 60% with far better and more consistent finishes, 
less operator fatigue and greater safety. 

You can benefit with 3M Coated Abrasives, too, no 
matter how tough your grinding or finishing problem. Your 
3M Representative is an abrasives expert who can help 
you install or adapt your present equipment to the 3M 
Method. Send coupon today for facts. There’s no cost or 
obligation. 


ee ee 





| Minnesota Mining and Mfg. Co. 
Dept. CN-95, St. Paul 6, Minn. 
| (J Send me free booklet on grinding non-ferrous metals. | 
: _] I'd like to talk to a 3M representative. 7 
| Name mae Title 7 
| Company___ nae ee ee ene eee are | 
| Address | 
City Zone State | 
| My distributor is | 
a 
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AS PARTNERS 
IN YOUR PROGRESS 














-»-we have great confidence in you — our customers! 


It is because we have this confidence in you that we 
substantially increased the production capacity of our Niagara 


Falls, N. Y. and Morganton, N. C. plants. 


It is because of this confidence that we are constantly 
engaged in far-reaching research and developmental activities 
to insure your steadily increasing acceptance of our products 


in the years to come. 


And it is because of this confidence in you that we look 
forward to still greater rewards from our partnership in your 
progress — to the degree that they are merited through the 
dependability of our products and the alertness of our service. 


ELECTRODE EGLCg DIVISION 


Great Lakes Ca pbon Corporation 
GRAPHITE ELECTRODES, ANODES, MOLDS and SPECIALTIES 





ADMINISTRATIVE OFFICE: 18 East 48th Street, New York 17, N. Y. 
PLANTS: Niagara Falls, N. Y., Morganton, N. C. 
OTHER OFFICES: Niagara Falls, N. Y., Oak Park, Ill., Pittsburgh, Pa. : ‘ 


Sales Agents in Other Countries: Great Northern Carbon & Chemical Co., Ltd., Montreal; ; 
Overseas Carbon & Coke Company, Inc., Geneva; Great Eastern Carbon & Chemical Co., Inc., Chiyoda-Ku, Tokyo. 
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~ us VIBRATION 
for Maximum Loads 





When you specify Foundromatic shake- 
out, you don’t have to buy extra capacity to 
get adequate vibration under rated loads. 
This shakeout weighs more than 40% of its 
rated capacity — an extra reserve of weight 
that assures rapid shakeout on even the 
heaviest castings or flasks. 

Along with the extra weight that slashes 
knockout time, the Foundromatic shakeout 
has rugged construction that means steady 
operation. Free-floating shakeout body, in- 
cluding heavy reinforced deck supports and 
converging sand discharge hopper, is a sturdy 


_ 


TT oT 


Smooth Sto 


New control replaces friction checks. The patented Allis-Chal- 
mers stop control for Foundromatic shakeouts eliminates stopping 
bounce and excessive friction check maintenance. This control re- 
verses the torque of driving motor after speed has been reduced. 
With the motor torque opposing the rotation of the mechanism, 
z the shakeout is brought to a stop before amplitude builds up. 





one-piece unit. Entire structure is stress re- 
lieved after welding to provide maximum re- 
sistance to shock impact loads. Heavy flat 
deck minimizes flask damage. Simplified, 
two-bearing mechanism is not affected by 
overloads . . . requires less maintenance. 
Oversized bearings provide extra long and 
dependable service. 

For complete information, see your A-C 
representative or write Allis-Chalmers, Mil- 
waukee 1, Wis. Ask for Bulletin 07B6365B. 


“FOUNDROMATIC’ 
SHAKEOUTS 









] 








i Miiciiit j 


Because there is no excessive bounce, castings and flasks are not 
damaged, crane hitches remain in place .. . motor and drive last 
longer. Send for Bulletin 07B8141. 


Foundromatic is an Allis-Chalmers trademark. 





ALLIS-CHALMERS 


September 1955 
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NEW! FIELO-PROVED! 


" JOY LIMBEROLLER 


OUTLASTED OTHER IDLERS 10-FOLD ON THIS JOB 


& 
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DO YOU HAVE CONVEYOR BEARING TROUBLES 





WITH HARD SAND OR OTHER ABRASIVE MATERIAL? 








The Joy Limberoller idler installation shown 
above is in a magnesium foundry, supporting a 
30” belt which carries abrasive material up a 
35° slope. To date, these idlers have been on the 
job 10 times longer than conventional idlers previ- 
ously lasted—and they're still going strong! 

ONLY 2 BEARINGS, UP OUT OF THE DIRT 
... The Joy Limberoller idler consists of neoprene 
discs molded on neoprene-covered flexible steel 
cable. It is suspended from two bearings, one 
on each end, out of the dirt zone. This distinctive 
design, field-proved by thousands of idlers al- 
ready in service, averts fouled idler rolls—pro- 
tects the belt from damage—reduces your main- 
tenance to a fraction. 

OTHER ADVANTAGES, TOO... Joy idlers 
are self-training—they conform to the load with 


WRITE FOR COMPLETE DETAILS 


& Ask for free Bulletin LD-103D. It gives complete rs 

information on the unique Limberoller Idler, and be 
we'll be glad to supplement it with engineering 
assistance on your particular problem. 


Consubt 0. Joy Engineor, 


Wad 156968 & * 


a cushioned grip which supports the loaded belt 
without slipping and reduces belt wear. They 
resist corrosion, abrasion, flame and grease— 
weigh % less than steel idlers, and handle bulk 
or packaged materials equally well. They’re 
easily changed without stopping the belt, and 
compactly stored. 

Whatever your belt conveyor job may be, let 
us help you to make it more efficient and eco- 
nomical. Joy Limberoller Idlers are available 
for belt widths of 18”, 24’, 30” and 36’—and 
you'll find them easier, faster and less costly to 
install, maintain, knock down and move than 
any other conveyor idler on the market. @ Joy 
Manufacturing Company, Oliver Building, Pittsburgh 
22, Pa. In Canada: Joy Manufacturing Company 
(Canada) Limited, Galt, Ontario, 


ENGINEERING LEADERSHIP 


SINCE 1851—OVER 100 YEARS 9F 





SAS 


FOUNDRY 








RK 
DESCRIPTION oF WO 


cast-iron 
fins and risers from 
Snagging 
pipe fittings 


WHEEL 


ith Rein- 
ds 24 x WW, x 12 wheel with 
Simonds 
forcing Flanges 


PERFORMANCE 


no dressing needed. 
G 


tion _ 
_ a ry 2 longer life than Oo 
ave |/ 
petitive W = S. 


SIMONDS 





SIMONDS ABRASIVE COMPANY ° PHILADELPHIA 37, PA. 





“EXTRA 
SAVINGS 
Branch Warehouses: Boston, Detroit, Chicago, Portland, San Francisco * Distributors in Principal Cities A. yorrety oa 
Division of Simonds Saw and Steel Co., Fitchburg, Mass. * Other Simonds Companies: Simonds Steel Mills, Lockport, N.Y., 
Simonds Canada Saw Co., Ltd., Montreal, Quebec, Lion Grinding Wheels Div., Brockville, Ont. and 
Simonds Canada Abrasive Co., Ltd., Arvida, Quebec 
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KNOW-HOW 








AJAX LO-VEYOR 


Ss 





BUILT INTO MODERN FOUNDRY SYSTEM 


Photograph shows typical 
arrangement of Ajax Lo- 
Veyors with motor driven 
reciprocatingdrive mounted 
below. 


Elimination of exposed 
bearings reduces mainte- 
nance cost of Ajax Lo- 
Veyors particularly under 
foundry conditions where 
abrasive sand is encoun- 
tered. 


Ajax Lo-Veyors are avail- 
able in a wide range of 
lengths and capacities to 
fit every condition. 


Rivers of foundry sand flow from shakeouts to tumblers 
to dryers on Ajax Lo-Veyors. Tonnage is measured in 
thousands. Around-the-clock operation is building new 
production records. 

The photograph shows just a small part of this new 
ultra-modern automotive foundry equipped with Ajax 
Lo-Veyors. 

They are cutting costs in conveying, separating and 
screening foundry sand. Whether you are an original 
equipment manufacturer, a captive or custom foundry, 
.. . look into the performance, reliability and economy 
of Ajax Lo-Veyors. 

Write for Bulletin 39 right now. 


AJAX FLEXIBLE COUPLING CO. INC. 
Westfield, N.Y. 


REPRESENTATIVES IN PRINCIPAL CITIES 
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A Lectromelt Furnace 


is a good instrument to work with... 





This 12-ton OT Lectromelt 
Furnace was installed in 
1945. 


6-ton PT Lectromelt 
Furnace installed in 1942. 





Manufactured in...GERMANY: Friedrich Kocks GMBH, Dusseldorf... ENGLAND: Birlec, Ltd., Birmingham 


WE GOT ONTO CONTROL 
ON OUR FIRST TRY, 
AND KEPT IT ON,” 
says August Rossetti, 


General Superintendent, 
McConway & Torley Corp., Pittsburgh 





\ X TE'VE been very, very successful with 
our Lectromelt* Furnaces—produc- 


ing both carbon and alloy steels for railroad 
castings, armor and gun shields, many to 


rigid radiographic specifications.” 


Getting on control and holding it there 
is a familiar story to long-time Lectromelt 
Furnace users. Foundries are better able to 
duplicate heat after heat, maintaining top 
quality because of closer regulation of pow- 
er and electrodes. The flexibility of Lectro- 
melt Furnaces permits quick shifts in metal 
production, making it more profitable to 


go after special casting business. 


For a free copy of Catalog No. 9, or for 
engineering help in adapting an electric 
arc furnace to your foundry, write Pitts- 
burgh Lectromelt Furnace Corporation, 314 


32nd Street, Pittsburgh 30, Pennsylvania. 


«++ FRANCE: Stein et Roubaix, Paris... BELGIUM: S. A. Belge Stein et Roubaix, Bressoux-Liege ... SPAIN: TWENTY FIVE 


General Electrica Espanola, Bilbao... ITALY: Forni Stein, Genoa. JAPAN: Daido Steel Co., Ltd., Nagoya 
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MOORE RAPID 


WHEN YOU MELT... 


tember 1955 


ONE HUNDRED FIFTY 
TONS CAPACITY 














It’s a pleasure to work here! There's 
plenty of leg room in the 12B because there 
are fewer operating controls . . . no clutch 
pedal, no conventional gear-shift levers. The 
power-shift lever on the steering column con- 
trols the shifts: High—11.2 mph; Low—5.6 mph; 
Reverse—10.5 mph. 


ae 


POWER-SHIFT 
LEVER 


| 
LOOK, NO CLUTCH. Without taking his left hand from the 
steering wheel, the operator can move the power-shift 
lever to any speed or direction .. . even when moving. 
The right hand is free for the bucket controls; feet are 
free for brake and accelerator. The 12B is more maneu- 
verable in tight quarters because the operator doesn't 


have to stop to shift. 


BUCKET and BOOM 
CONTROL LEVERS 


FE Ge Ste ot 


BERG eye a 
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[| Report on the 15 cu. ft. MICHIGAN 12B: 


New Tractor Shovel features power-shifting, 
twenty per cent more weight and power 


Heavier and more powerful than comparable 
machines, and infinitely easier to operate—that’s the 
new MICHIGAN 12B. There’s no clutch pedal or 
engine clutch on the 12B: Clark’s power-shift trans- 
mission completely eliminates this notorious cause of 
excessive maintenance and down time. From the cut- 
ting edge of the 15 cu. ft. bucket to the flywheel of 
the 44 or 42 horsepower engine (gas or diesel), the 
MICHIGAN 12B is simply more machine. 


20% more weight and power. At 6250 lbs. (6350 lbs. 
diesel), the 12B is 20% heavier than most machines 
in its class. With 44 or 42 horsepower, gas or diesel, 
it is 20% more powerful. This margin of weight and 
power, plus bucket break-out action, enables the 12B 
to dig its way into material where other machines 
merely spin their wheels. The 12B’s extra weight, low 
center of gravity and low-level bucket carry-position 
contribute to its superior stability: you can handle 
maximum loads safely and fast within its short turn- 
ing radius. 


Exclusive Clark power-train. The complete power- 
train of the new 12B is designed and manufactured 
by Clark, This combination of torque converter, 
power-shift transmission and planetary wheel axle 
gives you the most advanced industrial power-train 
on the market today. It was designed especially for 











industrial Tractor Shovel service—based on Clark’s 
many years of experience as the leading manufacturer 
of industrial material handling equipment. 


Instant power-shifting. Engine torque is multiplied 
up to 300% by the Clark torque converter—auto- 
matic torque build-up as you meet tighter, tougher 
materials. To shift between High, Low or Reverse, 
simply push the single power-shift lever to the desired 
position. Hydraulic power in the constant mesh 
power-shift transmission makes any shift instantly, 
even when travelling. There’s no clutch pedal, no 
engine clutch, no gear clash. And as any operator will 
tell you, i sure beats riding a heavy clutch all day! 


Complete dust protection. The 12B is protected 
against dust and dirt in every conceivable way. An oil 
bath air cleaner filters the air which enters the main 
hydraulic reservoir. There is a filter for the torque 
converter oil and the power-shift transmission oil. 
A partial flow filter protects the engine lube oil. 
Transmission, torque converter, starting motor and 
generator are all dust-sealed. On the 12B, every pre- 
caution has been taken to avoid dust problems. 


Make your own comparison. Neither words nor speci- 
fications can indicate the working superiority of the 
new MICHIGAN 12B. You've got to see it in action 
—see it handling your toughest job. Call your local 
MICHIGAN distributor or write us direct to arrange 
an on-the-job demonstration. The new 12B is avail- 





9 ) = ao able on a low cost, no-down-payment Lease Plan— 
7 - a a & | ask for details. Whether you lease or buy the 12B, it 
bee - ‘ will pay for itself faster than any Tractor Shovel 
you've ever seen. See it! 










MICHIGAN is a trade-mark of Clark Equipment Co. 


CLARK EQUIPMENT 
CLARK Fe 
Construction Machinery 


E Q U j p BA — | T penal Street 


Benton Harbor 36, Michigan 















Rugged bucket mechanism. The 12B’s bucket mechanism 
is designed for strength and simplicity. There are no bell cranks; 
the boom and guide bar are straight members with fewer wear- 
ing parts. At 4 inches off the ground, you get 38 degrees tip- 
back. Positive “stops” on the bucket carrier provide clean 
dumping action. 











A partial list 
of Knight clients 
Acindar 
Buenos Aires, Arg. 
Acinfer 
Villa Constitucion, Arg. 
American Radiator & 
Standard Sanitary Corp. 


Baltimore and Louisville 


Appleton Electric Company 


South Milwaukee, Wis. 
B.1.F. Industries, Inc. 


Providence, R.I. 


Canadian Car and Foundry 


Company, Ltd. 
Montreal, Quebec 


Chrysler Corp. 


New Orleans, La. 


Combustion Engineering Inc. 


Chattanooga, Tenn. 
Crane Company 
Chicago, Ill. 
Dalton Foundries, Inc. 
Warsaw, Indiana 
Electric Steel Foundry 
Company 
Portland, Ore. 

Erie Malleable Iron 
Company 
Erie, Pa. 
Fahralloy Limited 
Orillia, Ont. 
Fairbanks, Morse & 
Company 
Kansas City, Kan. 

Ft. Pitt Steel Castings 
Division 
McKeesport, Pa. 
Hammond Brass Works 
Hammond, Ind. 
Haynes Stellite Company 
Kokomo, Ind. 
Macfarlane 
Sagua la Grande, Cuba 
Moline Malleable Iron 
Company 
St. Charles, Ill. 
National Roll & Steel 
Foundry 
Avonmore, Pa. 
Pittsburg Steel Foundry 
Corporation 
Glassport, Pa. 
Pyle-National Company 
Chicago, Ill. 


Sulzer Bros. Ltd. 
Winterthur, Switzerland 


Unitcast Corporation, Ltd. 


Sherbrooke, Quebec 


Universal Castings 
Corporation 
Chicago, Ill. 

Wagner Malleable Iron 
Company 
Decatur, Ill. 


Woodruff & Edwards, Inc. 


Elgin, lil. 


Worthington Corporation 
Harrison, N.J. 
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Whatever Casting You Produce... 
Whatever Your Foundry Problem... 


Call on Kuight Engineering Experience 
to Help Reduce Your Production Casts 


Hundreds of successful foundry assignments have given Knight engineers 
and architects a practical working experience with every type of foundry— 
grey iron, steel, malleable, aluminum, magnesium, brass, bronze, armor, 
and allied products. 


Knight Engineers have completed more than 500 successful assignments 

in such fields as: 
foundry engineering + architectural engineering + construction 
management « organization «+ management « industrial engineering - 
wage incentives + cost control « standard costs « flexible 
budgeting « production control » modernization « mechanization « 
methods « materials handling + automation + surveys 


lester B. Knight & Associates, Inc. 





Management, Indushial and achilectanal Engineers 
MEMBER OF THE ASSOCIATION OF CONSULTING MANAGEMENT ENGINEERS, INC. 
549 W. Randolph St., Chicago 6, Ill. 

917 Fifteenth St., N. W., Washington, D. C. 

New York Office—Lester B. Knight & Associates, 50 Church St., New York City 7 
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carburized and 
hardened steel 

wearing on 
surfaces and 


ductile cores 
mean long life 
for UNIVERSAL 
flask pins 

and bushings 


It’s no easy trick to produce flask pins and bushings that are hard enough to take long, rigorous wear, 
and yet have cores ductile enough to resist breakage and rough treatment in the foundry. However, 
Universal has accomplished this difficult task. Universal flask bushings are double quenched and 
double drawn to produce a fine grain structure that will withstand considerable stress and strain 
without breaking or chipping. The wearing surfaces are carburized and hardened to reduce wear and 
prolong the life of both pin and bushing. Universal flask pins and bushings are precision ground to 
extremely close tolerances to insure instant, accurate alignment of cope and drag. Plain, taper and 
threaded series pins and bushings are available in a complete range of sizes as regular stock items. 
For complete information about Universal flask pins and bushings, write to the office nearest you — 
Universal Engineering Sales Co., 1060 Broad St., Newark 2, N. J.; 5035 Sixth Ave., Kenosha, Wis. 


— or the home office. 








RE _ The modern home of 
<2 ss= ~s : finer production tools 


-= 4 


172 


UNIVERSAL ENGINEERING COMPANY FRANKENMUTH 4, MICHIGAN 


September 1955 
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cmmseamemees | ENGINEERING 
cecmmue INSTALLATION 


Newaygo Engineering Company 
Newayeos Michigen 


Dear Mr- Bell: 
In December of 1954, your Company installed a sand handling 
system completo with shakeout, dust collecting and sand 
uipment at this plant. This equipment has 
week since that time 
equipment furn 
The installation has enabled us to meintain uniform sand 
control. This has resulted not only in improved casting 
finish but also reduced cleaning room costs. another fac- 
ed working conditions in the plant due to 
shakeout and sand handling 


tor is the improv 


the elimins tion o 
operationse 








ou installed two "Handy Sandy" Units 


At about the same time y 
to provide overhead sand for two molding stations. These 
Units hav® also operated pe a were we formerly a 
ed e four man crew we n 
4s able to produce 25% rom Star 
son in molding coste 
C e h 
O finish” 







on the excellent 
ved from the plenning stage to 
This is & real service 
stallation of @ 





to compliment your Company 
ch we rece 
the installation. 
{dering the in 








we also wish 
cooperation whi 
the completion of 
to any company which is cons 
sand handling system. 














7 De wenger 
vice president, 
In Cherg® of Operations 


SELLS NEWAYGO 
to PACIFIC STEEL 
CASTING COMPANY 


WESTERN REPRESENTATIVE 
RUSSO FOUNDRY EQUIPMENT co. 
3882 Fairway Ave., Oakland 5, Calif. 
Lockhaven g-1303 or 8-1 361 
and Service Engineers covering 
the entire states of Arizona — California — 


Idaho — Montana — Nevada — Oregon — 
Washington and Utah. Also Alberta — British 


feitrilcecu ‘n Canada. 


Exclusive Sales 


d Saskatchewan ! 








HANDY 
SANDY 
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Puts sand over- — ae LT\ H SUPER 
ea | ANDY SA 

NDY 


see seeing 
veling for the tekes the = 1, we 
hard work | = WG a high capacity in 
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molder. 
out of shake- dividual-flo 
out and sand Ke a handling aa se 


preparation. 
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NEWAYGO. -ziveerins company 


NEWAYGO, MICHIGAN 


September 1955 





PROVEN REASONS. 
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Operating battery of hopper gates 
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vinder 


ee 


Helping operator handle heavy units 


Send for your free copies of 
these valuable Hanna Catalogs: 


No. 236A HANNA LOW PRESSURE 
CYLINDERS 


No. 233B HANNA HIGH PRESSURE 
CYLINDERS 

No. 750A HANNA MEDIUM PRESSURE 
CYLINDERS 

No. 254 HANNA CONTROL VALVES 
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__AMASTEEL__ 


The Electric Furnace 
Steel Abrasive 


—___ AMASTEEL 


has proven its value in many 





foundries, including large 
automotive foundries. 

Top foundry m nagers & cleaning 
room superintendents have found 


—_ -AMASTEEL 


to be the superior 





abrasive. 


ALLOY METAL ABRASIVE CO. 


121 South Division Street, Ann Arbor, Michigan 
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LOW MAINTENANCE IS FEATURE OF 
HARD-WORKING TRAMRAIL INSTALLATION 


4» Ks illustrated here, Cleveland Tram- 
rail can be readily installed to permit 
any material flow pattern and pro- 
vide handling coverage exactly as 
desired. In a matter of seconds the 
ladle being {filled here is on the 
pouring floor. 


INCE 1948 Cleveland Tramrail equipment 

consisting of cranes and an extensive track 
and switch system has played an important role 
in speeding production, cutting costs and aiding 
safety in the foundry division of the Electron 
Corp., Denver, Colorado. 

50 tons of ductile and gray iron are poured 
per day in this continuous high-production foun- 
dry. Pouring ladles of 1000 and 1200 lb. capacity 
deliver the hot metal from either of the two 


GET THIS BOOK! 


BOOKLET No. B-2008 ked with 


illustrated. Write for free copy 


Denver Foundry Pours 
50 Tons Iron Daily 





An overhead track loop serves the h =: 
pouring floor. Several molds can be . 
poured simultaneously and empty ladles 
returned to the cupola and filled ones 
moved in without interference because 
of the diagonal cross-over tracks from 
one side of the loop to the other. 








cupolas directly to the molds, thereby keeping 
handling to a minimum and reducing heat loss. 
The overhead track arrangement permits un- 
hampered two-way travel of the Tramrail ladle 
carriers, thus enabling uninterrupted produc- 
tion. After these years of hard, full-production 
service, one feature of the Tramrail equipment 
for which there has become a growing awareness 
is the extremely small amount of maintenance 
required. 


CLEVELAND TRAMRAIL DIVISION 


TIME CLEVELAND CRANE & ENGINEERING CO, 


3839 East 286th Street Wickliffe, Ohio. 


CLEVELAND (45 TRAMRAIL 


OVERHEAD MATERIALS HANDLING EQUIPMENT 


= 
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All bentonites are not the same — and the dif- 
ference between brands may spell the difference 
between profit and loss on your castings. That’s 
why scores of foundrymen the nation over choose 
National Bentonite. The exceptionally high 
quality of this bentonite bonds better molds, 
helps measureably to prevent costly rejects. 











3024 


September 1955 


Bonds Better to 
Prevent Rejects 


Baroid Division ¥ 


Bentonite Sales Office: Railway Exchange Building, Chicago 4, Illinois 








National Bentonite provides exceptionally good 
green strength, higher hot strength, greater mold 
permeability, higher tensile strength and other 
characteristics — all which help eliminate the 
danger of casting blows, scabs, gas holes, and 
other defects that waste your money. 


National Bentonite is mined from the purest, 
finest deposits of bentonite in the world. It is 
processed by the world’s largest, most experi- 
enced producer of bentonite. National Bentonite 
is the finest money can buy. Use it and lower 
your reject loss. 


Available from better foundry suppliers every- 
where. Write today for specifications and prices. 








National Lead Company 
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The fast, 
safe wheel 










for portable | 










































grinding! " 
‘ ie | ji Re / [— 
sah he’, sh wes : 
vivw wy Vane “X-ray” view of wheel shows pronged 
er A 
‘A } Ai anchor bushing and safety ring. 
M1 Fl 
w 
& 
The new ‘ 
} 
ewe : r 
Ag 
HARD SHELL CUP WHEEL 
pero 
i 
The above cutaway drawing shows the safety secret , 
of U. S. Royalite®: the pronged anchor bushing 
and safety ring constitute a reinforcement that makes p 
~ 
a safer and a smoother-running cup. And Royalite’s : 
tougher rim keeps the edge sharp for the full life Using a lightweight grinder equipped with a Royalite Hard 
eas , ‘ Shell Cup Wheel to snag a grey iron man-hole cover casting. } ¢ 
of the wheel. For today’s lightweight portable grinders, The combination of this grinder and the safer, smooth- | 
ae : : running Royalite Wheel means a better job in less time — ( 
this is the most economical, most efficient wheel. itty tous weattier fedlinas. 
L 
EXTRA DIVIDEND: Remember that when you buy 
wheels from a United States Rubber Company Edges do not round, Edges stay straight, 
salesman you are dealing direct and are being served ike Gis. ——— ( 
by a specialist — a man whose only job is selling and F 
servicing abrasive wheels. He will see that you get { 
maximum value out of your abrasive wheel dollars. ‘ 
wee 
Bg 
“U.S.” Research perfects it...“U. S.” Production builds it...U. S. Industry depends on it. 





UNITED STATES RUBBER COMPANY 
MECHANICAL GOODS DIVISION - ROCKEFELLER CENTER, NEW YORK 20, N. Y. 






Hose ¢ Belting « Expansion Joints *« Rubber-to-metal Products ¢ Oil Field Specialties * Plastic Pipe and Fittings « Grinding Wheels « Packings ¢ Tapes 
Molded and Extruded Rubber and Plastic Products ¢ Protective Linings and Coatings * Conductive Rubber « Adhesives « Roll Coverings « Mats and Matting 
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Dimensions and Engineering Data on these “in-stock” 





“IN STOCK’ 


See Miller Bulletins A-105K (Air) and H- 104K (Hydraulic) for Complete 
sizes and other Custom 


Miller Cylinders in bores up to 20” and strokes up to 22 feet. 


AND 













«nw CYLINDERS 


HYDRAULIC 


BOOSTERS 





“IN-STOCK” MODELS 


ngs Are Shown In Red On Drawings. 


“x Miller 200 psi Air 74", 2000 draulic 
Signifies psi Air Cylinders; psi Hy Cylinders. 


ASO & H50—Tie Rods not 
extended beyond nuts. 








Flange Mounting on Rod End 
(Aé1 not available in 8” bore) 








Flange Mounting on Cap End 
(A62 not available in 8” bore) 


MOUNTING HOLES 


A63—8” Bore only 
Flange Mounting on Rod End 





MOUNTING HOLES 





A64—8" Bore only 
Flange Mounting on Cap End 


A51 & H51—Tie Rods ex- 
tended both ends (shown). 
AS52 & H52—Tie Rods ex- 
tended. Cap End only. 
AS3 & H53—Tie Rods Ex- 
tended. Rod End only. 
AS4 & H54—Two Tie Rods 
extended at both ends. 











A72 and H72 
Side Lug Mounting 





A74 and H74 


Side Flush Mounting 








A77 and H77 
Side or Foot Mounting 








A81 and trunnion Mounting 








A82 and Trunnion Mounting 








A83 and Trunnion between 


Head and Cap 

















A84 and H84 








A&6 and H86 


















































































































































































































































































































Tanks, 5” dia., 6” and 10” heights. 





TT 


Write For Catalog 
and Stock Price List 







H81 on Rod End H82 on Cap End H83 Peony Pa Pivot Mounting Pivot Mounting 
S o ae 
\ Ml om. femesrh ““EN-STOCK’ STROKES in tnche) o sa iii 
wiz Cushioned 314}516/71 8) 9/10] 11] 12 82, 84 and 86 with 
N VA] %" | 46-20 Fron.cuht 1121314151 61718 9110 [111 12 a ee 
2 | %” | %,-20 Cushioned 31415/16/7] 8] 9| 10111] 12114116] 18] 20h22 28 | 32] 36 Ee eae ae 
A 6 Non-Cush. | 1{ 2/3/4/5/6/7/8/ 9] 10{11{ 12[14/16/18 | 20§22| 24] 28/32] 36 quires larger diameter 
Ss 2. 56” XK, 20 Cushioned 31 41516/7|8| 9/10 1] 12 |14{ 16] 18 22 | 24] 28/32] 36 piston rods for the fol 
2 6 Non-Cush. | 1/2/3/4/5/6/ 7/8] 9/10] 11] 12|14/16|18 §20| 22 | 24] 28 32 | 36 —e. ore 
T ' 3%) 1” 1%-16 3/4/5/6/7/8/ 9} 10] 11] 12 {14 | 16| 18 PIVOT 227 24aT 787374 36 nae 84, ond Sh with 
te sl Non-Cush. | 1] 213/415] 6/7/8] 9] 10| 11] 12 | 14| 16| 18 | 20| 22 | 24| 28 | 32 36 strokes inside area (1) 
} re] R 4 1” %-16 Cushioned 3/4/5{/6|7/8| 9}10/}11}12 |14/16118/ 20] 22] 24] 28 Fart 36 when operated at 100 
Non-Cush. | 1] 2/3} 4/5/6{7/ 8/9! 10/11] 12 | 14 | 16/18 | 20| 22] 24| 28 §32| 36 an —— pores 
Cc a %-16 Supienet 314}51617/8 9} 10 | 11} 12 114 116118 | 20) 22 24 S132 36 with yp tor oad inside 
Non-Cush. | 1/2/3/4{516/7/8/9|10]11] 12/14/16 18/ 20] 22| 24] 28] 32/36 1) area (2) and Models 
K 6 113%’ 1-14 [Semtioned ST4TSlél7[ alot iol ii] 12 [14116118] 20 [22 | 24 PETIT set H82, 84, and 86 with 
i Non-Cush. | 1] 2/3} 4/5/6|7/ 8/9] 10/11] 12/14/16] 18) 20] 22| 24 | 28 | 32136 strokes in =e Ph 
g 1136”| 1-14 [Suthioned 3] 415161718] 9) 10/11] 12/14 | 16/18] 20] 22] 24 | 28 | 32/36 pis ap 

B ° Non-Cush. | 1/2} 3{/ 4/5{6|7/8/9/10{ 11] 12 | 14/16] 18 | 20| 22| 24 | 28| 32| 36 44 Models H82, 84 and 86 
” Cushioned S141 9, 61718) 9] 104+ with strokes inside 
re) HI] % K-20 Non-Cush. | 11/213) 4/51617/1819110 ] 3 crea —— han 
Y 2 1” | %-16 Cushioned 3/4/5/6{/7{ 8/9 [10] TT] 129 14 | 16 | 18) 20 | 22] 24 | 289 32] 36 (2) pais - Ss 
R| > ’ Non-Cush. | 1| 2/3] 415] 67/8] 9|10|11| 121114116 | 18] 20| 22| 24| 28] 32| 36 Delis ida ie 
Rg 2. 1” 34-16 Cushioned 3 4 5 6 7 8 9 10 1] 12 14 16 18 20 22 24 28 32 36 nion Pin location, “A” 
E . Non-Cush. | 1] 2/3] 4/|5|6|7/8]9]| 10; 11) 12 |14916/ 18 | 20% 22| 24| 28 | 32] 36 and “H” Models 83 with 
gy PO, Pe 1-14. [Suthioned 314]516]7 SP OTvOTITT Te Ta Te Tver eoT ea! 24128 132 36 ah gait ag 
g ju [s4jve yt Non-Cush. | 1]2]3] 415161718] 9110111] 12 1141116118] 20] 24] 241 28 | 32 36 pee Ripe lagers 

Ula bya" | icra | Setiones 3[415| 617181 9] 10] 11] 12 114116] 18] 20/22] 241 28] 32/36] 84 ond 86 
we iy . wi Non-Cush. | 1] 213/415] 6/7] 8/910] 11| 12/14 | 16 | 18} 20| 22] 24 | 2811 321 36 PB ase pi 
Sle [5 far [nero eens E Tatar tet ctatatiatna ti ali babe ee eels) Sy 
Immediate Delivery on the follow ing Miller 25 to-F Ratio Boosters (80 psi air input pro- 
BOOSTERS duces 2000 psi hydraulic oil output): Model B4, 5” bore, 1” dia. ram, 6” and 12” strokes; 
IN STOCK Reciprocating Booster Model DA77-RBA8, 5” bore, 1” dia. ram, 6” stroke. Also Booster 







MILLER FLUID POWER CO. 


2034 N. HAWTHORNE AVE. @ 


AIR & HYDRAULIC CYLINDERS 
COUNTERBALANCE CYLINDERS 





MELROSE PARK, ILL. 


* BOOSTERS « ACCUMULATORS 

















33% MORE OUTPUT per core room manhour due to continuous 
baking with THERMEX Core Baking Equipment is the report from 
this aluminum foundry. Inset shows typical cores. Any or all can 
be baked at the same time...all uniformly regardless of size or shape. 

















Courtesy Boose Aluminum Foundry Co., Inc., Reamstown, Pa. 







Crmney. 


How you reduce core rejects 
with this uniform baking 


RY GRAIN OF SAND in the core Find out how you can improve your 
gets the proper amount of heat with product, increase output per manhour, 
THERMEX* Core Baking Equipment. save core storage space, have a cleaner 
This uniform, rapid heat avoids over- shop, and cut costs with THERMEX Core 
baking of surfaces and thin sections and Baking Apparatus. Write for booklet. 
reduces dimensional changes. Castings are The Girdler Company, Thermex Divi- 
more accurate and have smoother surfaces. sion, Louisville 1, Kentucky. 


*THERMEX —Trade-mark Reg U.S. Pat. Off. 


the GIRDLER Company 


A DIVISION OF NATIONAL CYLINDER GAS COMPANY 
THERMEX DIVISION 


92 FOUNDRY 





ad, 











; 
nal 
~ 
3. 

















Busy Foundry 

Gets High Speed, 
Better Sand Control, 
Lower Maintenance 


wih PeKa AT RATORS 


Surge loads of 300 tons per hour of thoroughly aerated, fluffed, lump-free sand—with 
the belt running at 311 ft. per minute—that’s the kind of day in and day out production 
RIVERSIDE FOUNDRY of Bettendorf, Iowa, is getting on their No. 1 PEKAY 
AIRATOR unit. Units No. 2 and 3 on Riverside’s two other systems are performing 


with similar efficiency. 


And if you ask Joseph Avdek, Riverside’s Plant 
Engineer, he’ll tell you that the installation of these 
PEKAY AIRATORS was easy, and took amazingly 
few man-hours—with no major changes necessary 
in his belt systems. Another point Mr. Avdek likes, 
besides the steady efficiency with which his 
AIRATORS turn out properly aerated sand, is the 
ease of inspection of all moving parts through the 
AIRATOR sideplates, and the low maintenance 
which is already helping him to show lower 
operating costs. 

In addition, Mr. Avdek knows from PEKAY’s rec- 


ords of numerous other AIRATOR installations 
in various parts of the country that he can expect 


exceptionally long life and much less frequent re- 
placement of wearing parts with this compact but 
ruggedly built equipment. Any way you look at it, 
the AIRATOR can help you get rid of a lot of 
your sand-conditioning problems—and you'll be 
pleasantly surprised at how low your outlay will be! 


You'll find PEKAY’s better engineered, high- 
efficiency equipment in plants large and small all 
over the country—Slurry Systems, Mixer-Mullers, 
Troff-O-Matic Conveyors, M-T-Matic Elevator 
Buckets, as well as AIRATORS. 


SEND FOR COMPLETE DETAILS TODAY! 





eer ee oreo oer ero oe Oe OO ee, ee ee a a ee es a a es 5 

1 Specialists in M-T-MATIC 

, wr gars , + K AY | A C 4 | id f & E a G | iW t E R { 6 G C 0 Pm Elevator Conveyor Buckets 

ineeri vipmen -()-, 

i i — 871 N. SANGAMON STREET ’ CHICAGO 22, ILLINOIS nn ' 

Gentlemen: 

Please send me details and price information on the PEKAY AIRATOR ' 

F NAME ee aEeS fae a ___ TITLE 

i COMPANY ASE TY foe Seok soit eS. eae Fa Oe 
I 
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702-3C 
Fiberglas* 
Welding Helmets 


These seamless all-plastic hel- 
mets are light, exceptionally 
strong, moisture proof, non- 
warping, heat resistant and 
easily sterilized. A new type “S”’ 
four position stop provides a strong, simple and quick adjustment for 
the individual wearer. No. 702-3C supplied with No. 1085 Insulated 
Steel Glass Holder. Includes Filterweld Plate and Clear Cover Plate. 
No. 706-3C has No. 1096 Insulated Dowmetal Lift-Front Glass Holder. 


706-3C 


*Reg. T.M. Owens Corning Fiberglas Corp. 





AO' 


Quality Specialty Products 
Do the Job — 
Check Your Needs Today! 








a 


a Magic Lens 
Tissue (Silicone Treated) 
and Compact Dispenser 





851 Heavy Duty 


Steel dispenser can be installed on 
Cleaning Station pe 


any smooth surface. The handy, 
thrifty way to keep glasses clean, 
clear, polished. Tissue is strongly 
tear-resistant, sheets are 50% 
larger than customary. Comes with 
6 packages of tissues. 


For coal mines, foundries, 
packing houses, canneries. 
Use for plastic goggles, safety 
shields, any protective surface. 
Fluid is pressure packed. No 
pump, fuss or mess. Very 
economical in use. 20 gauge 
steel container. Pilfer-proof. 
Provides for tissue disposal. 
Unit consists of dispenser, 
cleaning and anti-fog fluid and 
jumbo size filling of paper. 
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Specialty 
Safety Products 


124SB-2 
Straightaway* 

- SOUND 
PROTECTORS 


A real advance 
in muffling in- 
dustrial noise. Increases efficiency, cuts com- 
pensable claims. Effective in both low and high 
frequency ranges. Headband type shown is for 
‘on and off’’ or moderately lengthy use. Ad- 
justable padded headband spring. ‘‘No-metal” 
connection unit. Designed so cups stay snugly, 
comfortably in place. 


(Headband type with built-in earphones also available. 
Also helmet types) *T.M. Reg. by David Clark Company 








Safeticote 





100C Safeticote Skin Protector and Cleaner 


Cuts absenteeism due to dermatitis. Protects 
workers’ skin all day — washes clean in a jiffy. 
Mildly antiseptic. Contains lanolin. For pro- 
tection against cutting oils, lubricants, paints, 
etc. Available in jars and tubes. 














Penouaat ical 


er BR 
VO SAFETY PRODUCTS DIVISION 





SOUTHBRIDGE, MASSACHUSETTS ¢ BRANCHES IN PRINCIPAL CITIES 






750 Lens 
Cleaning Cabinet 


Wood. 12” long, 9” deep, 6” high. Has all neces- 
sary cleansing and anti-fog materials. Simply 
attach to wall. Comes with 120 cleaning tissues, 
1 oz. jar of AO Anti-Fog, 6 oz. bottle and 
sprayer. Order lens fluid separately. 


Your nearest AO Safety 
Products Representative 
can supply you. 





TT.M. Reg. by American Optical Company 
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NEW, BIG 
AUTOMOTIVE 
GREY IRON 
FOUNDRY 
EQUIPPED WITH 


39 $ 
UNIT 
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A Simplicity 3 x 8D Shakeout re- 
moving shot at the new foundry. 


Simplicity was called upon to supply 
thirty-nine units for this newest and finest of foundries 
Included are 2 Simplicity Screens, 13 Simplicity Feeders 
and 24 Simplicity Shakeouts. The history of all our previous foundry 
installations indicates that these thirty-nine units will have a 
long and trouble-free operating life. In this new foundry, as in so 
many other successful foundries, the SIMPLICITY 
equipment will help produce cleaner castings on 


faster schedules with reduced manpower 


If you have a problem with shakeouts, sand 
conditioning units, screens, feeders or 
nits, call a Simplicity representative or 


Simplicity 


ARK REGISTERED 








for fast, positive release 
more continuous production 
cleaner patterns, lower costs 


we Dour Coming 
Cltome 


Shell molding is easier, more accurate and more economical when 


release agents 


you use a Dow Corning SILICONE release agent. Especially developed 
for the metal casting industries, these silicone parting agents give you 
clean, easy release every time with little or no build-up on even the 
most complex patterns. Cleaning costs are minimized, and you obtain 


increased production of shells with uniform dimensional accuracy. 












DOW CORNING 8 EMULSION 


Accepted by leading shell machine manufac- 


turers, Dow Corning 8 Emulsion is recom- 
mended for all shell molding applications 
where solvents cannot be tolerated. It is easily 


diluted in hard or soft water, resists creaming 
or separation—both after dilution and in stor- 
age, and is noncorrosive and nonflammable. 


DOW CORNING 452 FLUID 


A single application of this new solvent type 
silicone parting agent provides easy release 
for several resin-sand shells. Easily applied to 
either hot or cold patterns, Dow Corning 452 
rapidly wets the surface and leaves a uniform 
silicone film that is both heat stable and 
oxidation resistant. 








make your own test 
mail coupon today for 
free sample 


EXTRA 


for truly effective and lasting pattern break-in use 


convenient, ready-to-use Dow Corning 7 Compound. 








Dow Corning Corporation, Dept. 5909, 
Midland, Michigan 





| 
Please send me: | 
(_] Free sample of Dow Corning 8 Emulsion | 
(_] Free sample of Dow Corning 452 Fluid | 
(_] Free sample of Dow Corning 7 Compound | 
(_] Data on silicone release agents for the | 
shell process. | 

| 

| 

| 

{ 


NAME 





COMPANY 





ADDRESS 


ATLANTA 











DOW CORNING SILICONES 


CHICAGO 


Canada: Dow Corning Silicones Ltd., Toronto 





DOW CORNING 
CORPORATION 


MIDLAND MICHIGAN 


WASHINGTON, D.C. 
(Silver Spring, Md.) 


France: St. Gobain, Paris 


NEW YORK 


DETROIT 


CLEVELAND DALLAS LOS ANGELES 


Great Britain: Midland Silicones Ltd., London 
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are ‘used by more automotive manufacturers...in more locations... 


because of their outstanding record for producing sound, uniform castings 








Plain Stem Extended Groovestem Plain Stem— 
Solid Square and Groovestem— Square Perforated Round Perforated 
Round Tilted Plates Rectangular Plates Plates Tilted Plates 





‘there are 


fui FANNER 


MOTOR CHAPLETS 


for many other products 


aD 
‘s 
a 





Extended Groovestem Extended Groovestem . 
Groovestem Two Size Round Plain Stem— One Size Round pumps 
One Size Round Perforated Plates Square and Round Perforated Plates 
Perforated Plates Perforated Plates 





Products that are used by automobile manufacturers must pass the most rigid 

of tests. This is especially true of products involved in the casting operation stoves 
because this industry depends on a gigantic continuous flow of uniform sound 
castings which form the heart of every motor car. Here, there can be no com- 
promise with quality because unsound castings mean product failure and pro- 
duction line breakdowns. It is significant that for the past 30 years more fine e 
Fanner Motor Chaplets have been used by more automotive manufacturers for furnaces e 
more different castings than all other types combined. The millions upon millions 

of fine Fanner Motor Chaplets that have become an integral part of almost every ' 
motor car manufactured in the United States are proof of the close precision 














tolerances maintained, and the uniform high quality of these Fanner products. road 
Fine Fanner Motor Chaplets through their exclusive design, their positive core 
support, their accuracy of construction, their complete fusion help produce machinery 


better castings...at lower costs...with fewer losses...yet they cost no more! 
Only a few of the wide range of Motor Chaplets made by Fanner are shown 
—get acquainted with the complete line of Fine Fanner Chaplets by writing 
today for your free copy of the Fanner Chaplet Catalog. 


THE FANNER MANUFACTURING COMPANY 


gners and manufacturers of fine FANNER CHAPLETS AND CHILLS 
BROOKSIDE PARK CLEVELAND 9, OHIO farm 


machinery 





locomotives 
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Delta Deburring Machines do a fast, high quality 
deburring and finishing job on castings. Delta 
Power Tools enable Meta-Mold to offer customers 
a complete machining and finishing service at 
“rock bottom prices.” 


Simultaneous reaming and flycutting of washing 
machine agitators is only one of the many machin- 
ing operations Meta-Mold performs on Delta 17”’ 
Drill Presses. Note the Delta Slo-speed attachment 
(4.7 to 1 reduction) for precision reaming. 


Delta Power Tool Division, Rockwell Manufacturing Co. 

706-J N. Lexington Avenue, Pittsburgh 8, Pa. 

CT] Please send Delta AB catalog, illustrating these 
and other Delta units. 

[_] Please send name of my nearest Delta Dealer. 

Name : 

Address 

| ___County__ State F 


os _ 








Meta-Molde 


all-DELTA 


Shop 


»~e+- CUTS FOUNDRY 
FINISHING COSTS 


~ «+ MAKES PROFITABLE 
MACHINING SERVICE 
POSSIBLE 


Making top-quality castings is only part of the job 
Meta-Mold Aluminum Company does for its cus- 
tomers. In addition, it offers a complete—and profit- 
able—service in machining those castings. 

Rockwell-built Delta Tools do the work. Delta 
Deburring Machines insure speed and quality of 
surface finishing—Delta Drill Presses provide fast, 
precision machining. Together, they make up a low 
cost machine shop that turns rough castings into 
finished parts, ready for assembly. 

John Drydyk, superintendent, reports: ‘“Our Delta 
Tools take a terrific beating, yet they hold their 
accuracy. That makes it possible to do a precision 
machining job to exact customer specifications. The 
high quality of work they turn out, plus their fast 
output, keeps our costs down and allows us to offer 
machining services at rock bottom prices.” 

In foundries from coast to coast, Delta Woodworking 
and Metalworking Power Tools are taking big bites out 
of the cost of pattern making, header removal, surface 
finishing and machining. Their ability to handle mul- 
tiple jobs cuts handwork and set-up time—their accu- 
racy eliminates rejects—their portability provides 
maximum foundry pattern shop flexibility. Let your 
Delta Dealer prove to you that Delta Power Tools, 
properly used, will pay you in lower costs—higher 
production. He’s listed under ‘‘Tools’’ or *‘Machinery” 
in your Classified phone book. Send the coupon for full 
information. 


D E LTA QUALITY POWER TOOLS 
Another Product by Rockwell a 


DELTA QUALITY COSTS NO MORE 


FOUNDRY 
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pressure cast pattern 
equipment for your 
economical 
production 











Make ATLAS your source for aluminum 


plates, core boxes, cope and drags. 
| Specialists in ALUMINUM and BRONZE 
PLATES for Shell Molding. 


ATLAS ALUMINUM PLATE CO. 


sie Look for this trademark “ALUMI-PLATE” 4260 N. 126th Street, 
"on your pressure cast equipment. Milwaukee, Wisconsin 
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Wherever metals are melted and cast, in foundries 
and refineries all over the world, FOSECO products 
are available to help produce the finest castings 
possible. 

There is a FOSECO product for every casting need 
and for every type of metal. A complete range of 
covering, protecting and refining fluxes, deoxt- 
dants, degassers, grain refiners, moldable exo- 
thermic compounds, riser covering compounds, 
mold, core and die dressings, and many others... 
over 150 in all...make up the world renowned 
FOSECO family of casting products. 


There are complete manufacturing plants in Canada, 
England, France, Germany, Italy, Austria, and South 


FOUNDRY SERVICES, INC. . b 
2000 BRUCK STREET * COLUMBUS 7, OHIO 


1 an iw . 


Africa as well as in the United States. FOSECO 
technical representatives are located in forty coun- 
tries, in every section of the world. FOSECO is a 
far-reaching, solidly established organization which 
has been going about the business of improving 
castings and foundry practices for over a quarter 
century. This wealth of experience and knowledge, 
gained through research, development and activity in 
the foundry field means FOSECO products and 
service can solve all your casting problems. 

Our plant, at Columbus, Ohio, has a highly trained 
group of technical representatives serving the entire 
nation. They are always available to help you with 
your casting and melting problems. The Canadian 
plant is located in Guelph, Ontario. 
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FOSECO products and services ... thee wed ow! 


SOLVE ALL YOUR CASTING PROBLEMS 
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# TOPS FOR PRODUCTION OF HIGH GRADE STAINLESS, ALLOY AND RIMMING STEELS 

































--key to your 
modernization 
program-- 


To keep pace with your fast-moving industry . . . to 
produce better quality castings . . . faster, and more 
economically, it will pay you to consider the addi- 
tion of electric furnaces to your existing metal- 
melting facilities. 

In the light of the experience of some 
of the nation’s leading foundries, Heroult 
Electric Melting Furnaces should easily 
prove a big time and labor saver, and quality 
up-grader for you. 

Embodying the latest in mechanical and 
electrical equipment, these widely used fur- 
naces are noted for efficient performance, and 
low operating and maintenance costs. 


Heroult Electric Furnaces are available in 
foundry sizes of shell diameter from 7’0”, and 
with rated charge capacity from 8000 lbs. up. 
They are usually equipped with roof-moving 
mechanism to permit top charging. Both 
gantry and swing-type roof moving mechan- 
isms are available. 

We welcome an opportunity to help you 
select and install the Heroult Electric Fur- 

nace best suited to your requirements. 





Get This Catalog—IT’S FREE! 





If you do not already have our catalog, we feel sure you will find it helpful 





in determining how the Heroult Electric Furnace can improve your foundry 


nS 


operation. If you will write the office nearest you, we will be pleased to 


send you a copy. No obligation. 


AMERICAN BRIDGE DIVISION 
UNITED STATES STEEL CORPORATION, GENERAL OFFICE: 525 WILLIAM PENN PLACE, PITTSBURGH, PA. 


Contracting Offices in New York, Philadelphia, Chicago, San Francisco, and other principal cities. 
United States Steel Export Company, New York 


SEE THE UNITED STATES STEEL HOUR. It’s a full-hour TV program presented every 


other week by United States Steel. Consult your local newspaper for time and station. 
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Shell molding in your future? 


Shell cores are being used more and more in green sand molds. * 
If shell molding is going to play a part in your foundry opera- 
tions, now is the time to investigate the Nichols Sand Reclama- 
tion System. Nichols “Combination System’’—wet scrubbing 
plus thermal processing—provides the only answer to effective, 
economical reclamation of shell sand—and conventional 
foundry sand. 

To help you plan for the future and to guide our recommenda- 
tion we maintain complete pilot plant facilities. 


Write for Bulletin 222 


Nichols Engineering & Research Corp. 


70 Pine St., New York 5, N. Y. 
1637 N. Illinois St., Indianapolis 2, Ind. 
1477 Sherbrooke St., W., Montreal 25, Canada 


Nichols 
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It’s the low-cost producer 








who makes the market 


I, IT better to have a market than a mill?... 


Foundrymen are apt to take sides on this old 
question, but by and large the Jow-cost producer 
will make his own markets. 


e He does it by producing a better casting faster 
...at lower unit cost. 


e He does it on an individually planned job 
basis. without big capital investment. 





e He does it by installing modern Tabor foundry 
machines — giving his men every possible 
means of eliminating lost production time. i casei. os enaied te eee 


or stationary-plain-jar types. Tabor's modern Roll 
overs give you up to 400°% more castings than by 


22” TABOR ROLLOVER 


‘ ‘ floor molding — half again more castings than an 

Talk tO a Tabor engineer today, or write for a obsolete molding machine can provide. The 

Z , . os - " patented locking device for rollover plate and jar 

catalog. You'll find it surprisingly easy to learn Cod aanker guehae af har 70) years" 

- foundry experience — ends plate wobble, elimi- 

how you can have both a market and a mill. nates secondary jolt, gives 25/7 more effectiveness 
to the jarring blow. 


Flask Lift Machines * Squeezers and Jar Squeezers 
Jarring Machines ¢ Rollover Machines 
Abrasive Cut-Off Machines ¢ Vibrators 


Manufacturing Co 


TURBO MACHINE COMPANY 
LANSDALE, PA. 
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A “Fellows” Progressive Match Plate Molding 
Unit makes molds from match plate patterns in 
seven simple operations which are: 

Assemble pattern and flask 

Make drag 

Make cope 

Draw cope and pattern 

Set cores 

Inspect and close 

Strip flask and transfer mold 

Rolling over between making the drag and cope 
is performed mechanically without requiring any 
of the operator's time. The cope is drawn, con- 
veyed to the closing station and closed mechanical- 
ly. The cope conveyor is the pace setter because the 
speed of travel is adjusted to the required pro- 
duction rate. 


Se ee ree 


engineers analyse your production 


davenp |), 


OAVENP ORT, 1OWA 
U.S.A. 


(Ons 


“DAVENPORT” 












Large molds made at maximum rate. 

Fatigue is reduced to a minimum. 

Unskilled men are trained quickly to per- 
form the simple operations. 

Machines are constructed simply to reduce 
maintenance. 

Only one sand receiving point is required. 

Removable or tight flasks can be used. 

Existing patterns and flasks are used. 

Floor space is conserved. 


problems for "Progressive Molding”. 


FOUNDRY 











eo {Man - OUT 








PROGRESSIVE MOLDING 





AG MITRAL ONG UNeT 


FROM COPE and DRAG PATTERNS 


for high prod uction or miscellaneous short runs 


A group of simple machines, each performing a single operation, 
is arranged in correct sequence to make molds from separate cope 
and drag patterns. 


The machines can be arranged in line, in a square, or in a circle 

(as shown) depending upon the type of operation. 

Pattern changes can be made frequently without interfering with 

the other operations. 

As much automation can be incorporated as can be justified. 
Molding units for “Progressive Molding” are practical from two 
stations manually controlled to six stations automatically controlled. 
Six different patterns can be run simultaneously, each mold 

being squeezed against a differene squeeze board. 


Make an appointment for foundry installation operating demonstration. 


davenp or 


OAVWVENP ORT, IOWA 
WiS. A. 
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Since 1926 
exclusive producers 
of MULLITE brick, 
special shapes and 
specialties 


designed for: 


HIGHER 
TEMPERATURE 
APPLICATIONS 


LONGER 
SERVICE LIFE 


for use in: 


Direct & indirect arc 
furnaces 

Induction furnaces 
Open flame furnaces 












Crucible furnaces 
Cupola spouts & breasts 
Ladles 

Synthetic Mullite grain 


>HAMVA Moullite brick, special shapes, 
ramming mixes and other specialties are 


engineered to your specific needs. Write 
for SHAMVA field engineering service. 


New catalog 
now available 





THE MULLITE REFRACTORIES CO. 
SHELTON 4, CONNECTICUT 
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Cost System Requirements 
To T'HE EDITORS: 

Because of the work in which we 
are engaged, we were particularly in- 
terested in the first question and an- 
swer on page 136 of the July 1955 
issue. This was the question in which 
operators of a gray iron foundry 
asked about a plan for determining 
cost. In regard to this we would like 
to make some additional comments. 

We are in 100 per cent agreement 
with the answer as given in FOUNDRY. 
However, there are certain things we 
know from experience: 

1. Few companies have the per- 
sonnel capable of making a new in- 
stallation. 

2. Most people find it difficult to 
give up the old method for a new one. 

3. Daily routine work gives them 
little time for doing it. 

C. E. WESTOVER 
Westover Engineers 
3110 W. Fond du Lac Ave. 
Milwaukee 10 


* * * 


Crucible Furnace Advantages 
TO THE EDITORS: 

I have just caught up with the 
“Troubleshooting” feature as_ pub- 
lished in the May 1955 issue, so you 
see I am a little behind in my reading. 

In the correspondence featured in 
that department you will recall that 
“Sam” wrote that he was operating 


two homemade _ crucible furnaces 
melting aluminum for permanent 
mold work and asked if he could 


build a small dip-out gas fired fur- 
nace for this purpose and you have 
given him instructions on how to 
build a small open-flame or rever- 
beratory furnace. 

Since in the letters both you and 
“Sam” agree that factory built equip- 
ment is much better than homemade, 


| the same comment would apply to 


crucible furnaces as to open flame 

furnaces, but your letter omits any 

reference to such equipment. 
Considering the number of dip-out 


| crucible furnaces for permanent mold 


and die casting work that are in op- 
eration in some of the best foundries 
in the country, I believe ‘‘SSam” would 
be better advised to purchase such a 
furnace from one of the regular man- 
ufacturers, some of whom advertise in 
FOUNDRY. 

There is always a refractory prob- 
lem with the open-flame furnace, and 


| particularly when melting aluminum 


a fire brick lining is difficult to keep 
free of dross and is subject to pene- 
tration by both the aluminum and 
aluminum oxide. 


The crucible furnace set with a 
clay bonded or carbon bonded cru- 
cible is easy to keep clean on the in- 
side, and replacement of the crucibl 
is much easier than relining an open- 
flame furnace. 

If capital is not available, I think 
“Sam” will have a lot less trouble it 
he sticks with his crucible furnaces 
even if homemade, and it might be 
possible to improve these furnaces 
much more easily, if necessary, than 
to start out and build a furnace of 
the open-flame type with whose con- 
struction and operation your corre- 
spondent obviously is unfamiliar. 

RICHARD H. STONE 
Sales Manager 
Vesuvius Crucible Co. 
Pittsburgh 18 


* * * 


Common Apprentice Problems 


To THE EDITORS: 

I wish to tell you that I have re- 
ceived a number of letters about my) 
article, ‘Related Information for 
Foundry Apprentices,” published in 
February FOUNDRY. One of these was 
from the Stanton Iron Works Ltd. ot 
Nottingham, England. The problem 
of apprentices and their training 
there is the same as in this country 
They wish to try to use the work- 
books described in the article. I was 
most happy to tell them how and 
where to obtain those books. 

The foundrymen in this area wert 
very pleased that the article was 
published by you and I am sure that 
you will hear from them. 

MAURICE C. SANDES 
Division of Apprenticeship Standards 
State of California 
Oakland, Calif. 


* * * 


Some of the Foundry Pioneers 


I was much interested in you 
story on page 12 of the July FOUNDRY 
of the record of Mr. Licau, of Allis- 
Chalmers, Milwaukee. I have in mind 
only one patternmaker who had a 
comparable record of service. I refer 
to Mr. Hugh Howat, who died 12 
years ago at the age of 92. He was 
busy in the patternshop and foundry 
until a few days before he passed 
away. 

Mr. Howat was born in 1851 and 
began his apprenticeship in 1864 at 
a time when a boy beginning pattern- 
making often had to spend a year 
in a foundry. He finished his five 
years of apprenticeship with one yea: 
in the foundry and four years in the 
patternshop in 1869. He therefore 
spent 74 years at his trade after be- 
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DRAW TYPE 
CORE BLOWER 


Designed primarily to fill the need for a fast 
and flexible draw type machine to handle 
work from a few ounces to 10 Ibs., the Red- 
ford #4-D can be quickly adjusted to ac- 
commodate core boxes not requiring the 
draw feature, or can be equipped with a 
clamp to handle vertically parted core boxes. 





Rugged construction, simplicity of change- 
overs and a fast operating cycle make it 
suitable for either jobbing or high pro- 
duction work. 


Exhaust air is utilized to thoroughly fluff the 
sand remaining in the sand magazine after 
each blow, thus reducing the possibility 
of cratering. 


The stationary sand magazine and accurate- 
ly guided draw table assure perfect drawing 
of the cores. Vibration of the core box 
is automatic. 


Magazine heads normally furnished with 
the +2 Redford machine can be used 
with the #4-D Redford. Larger new type 
magazine heads especially suited for draw 
type work are also available as stand- 
ard equipment. 


Sp veivicteenss 


Valves are designed to assure maximum 
safety. The operator must use both hands 
at the same time in order to clamp the 
core box. 





The Redford #4-D has been thoroughly 
proven in both small and large foundries. 
To get complete information write for 
Bulletin 4-D. 


IRON & EQUIPMENT CO. 


20733 GLENDALE AVENUE ° Phone KEnwood 1-8611 * DETROIT 23, MICHIGAN 
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Steam, —Oit-and- 
Water Pressures 


MILWAUKEE 
THREAD STEM 


INN 


mOT 


S 


ME PAL 


HELUMMENUEL 


Threaded Stems 

20 ga.-to 14” Dia. 

3/6’ -to-1” “High 
“Sharp_Threads for 
Fast—“Knittine-tr 

Good Broad Shoulders 


—Threaded-from 

—Head-to Head 
Best Suitable Steet 
‘for-Fast—Fusion- 

‘Tolerance Variation: 


Held-to-Strict 
Minimum — 


Milwaukee Chaplet & Mfg. Co. 
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1025 SOUTH 40th STREET © MILWAUKEE 46, WISCONSIN 
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ing made journeyman, and 79 years 
if we count his five years of ap- 
prenticeship beginning at age 13. 

In the late 70’s he was foreman 
patternmaker for an American firm 
which began a foundry and machine 
shop in Coatbridge, Scotland, for the 
manufacture of sugar and rice proc- 
essing machinery. Later on he worked 
all over Scotland and Ireland. His last 
place of employment was the Excel- 
sior Iron Works, Wishaw, Scotland, 
where he was in charge of the pat- 
ternshop and foundry for 40 years. 

He was an expert woodworker and 
could even make a violin that any 
violinist would not be ashamed to 
play. He was always experimenting 
with sands, cupolas and the like. And 
he had a great deal of correspondence 
with the pioneers of technical educa- 
tion in the U.S.A.—men like Simpson 
Roland, Robert Emmett Masters, T. 
D. West, and Joshua Rose. These 
pioneers all sent their books to him. 

Mr. Rose was born in 1849 and died 
in 1891. He published his first book 
in 1876. The other three gentlemen 
named were active in about the same 
period as Mr. Rose. All of them died 
many years ago. 

Mr. Masters, who was a pioneer in 
adding steel to a cupola charge in 
the late 70’s and early 80’s, died many 
years ago at San Diego, Calif. Mr. 
West died some years ago in Cleve- 
land, where his grandsons still carry 
on the steel foundry he founded in 
1915. All of these men contributed 
articles to American Machinist and 
Scientific American before the late 
John Penton first published FOUNDRY 
in 1892. 

E. R. WATERMAN 
1101 Church St. 
San Francisco 


* * * 


Engineers and the Foundry 
TO THE EDITORS: 

As you say in your editorial, July 
issue, “Increasing numbers of young 
engineers are finding opportunities in 
the field of castings production.” 
This is also true of the many indus- 
tries such as ours which go along 
step in step with production found- 
ries and provide them with many new 
accessories and helps not on their own 
programs. 

In our case, L. M. Johns, who ably 
serves as manager of installation and 
maintenance on all Pangborn equip- 
ment, has found that he is using 
more and more college-trained men 
in this field, and the results in sav- 
ings are beginning to assume sub- 
stantial shapes to the users of our 
type of equipment. 

A. LESLEY GARDNER 
Advertising Manager 
Pangborn Corp. 
Hagerstown, Md. 
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Laboratory and Pilot Plant-Scale Development of New 
Products is an important phase of VCA’s Technical Serv- 
ice. Special laboratory equipment makes possible accurate 
observation of ferro alloy behavior and the improvement 
of metallurgical processes. 





Producers of alloys, metals and chemicals 
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As part of a team of metallurgists and chemists 


at our Research Center, helping you is his job! 


He works closely with customer staffs, studying and 
evaluating problems inherent in the production of iron, 
steel, aluminum and special alloys. 


He searches for new products...new processes. ..new 
sources of raw materials. He makes possible the high 
quality and dependability of every Vancoram product. 
He is our firm assurance that we can serve the metals 
industry with finer, ever more versatile alloys—now 
and in the future. 


He’s your man—and his services are available to you 
through the nearest VCA office. 


VANADIUM CORPORATION 
OF AMERICA 


420 Lexington Avenue, New York 17, N. Y. 


Pittsburgh + Chicago + Detroit + Cleveland 
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This Sterling Heavy Duty Flask, on 
big rollover molding machine, easily 
withstands tremendous pressure. 


Yes, it’s really remarkable how 
Sterling Heavy Duty Flasks stand 
up, day after day—week after 
week — for YEARS — even when 
subjected to pressures as high as 
60,000 Ibs. That’s a big advantage 
that greatly reduces casting costs. 
But Sterling doesn’t stop there. 
These long-lasting, heavy duty 
flasks have special features that 





give you much faster molding, Style Y% ND-RT 30 x 54x 14C x 14D 


easier shake-out and marked im- ; : ; oe 
Like ‘‘Sterling”’ on silver, ‘“‘Sterling” on foundry 


flasks means highest quality and longest life. 
Get all the facts—today. Contact your nearest 
Sterling branch office or dealer. 


provement in the overall efficiency 


and quality of your production. 


STERLING WHEELBARROW COMPANY 

Main office and plant * MILWAUKEE 14, WIS., U.S.A. 
Branches and Dealers in Principal Cities 

Subsidiary Company: STERLING FOUNDRY SPECIALTIES LTD. 
LONDON @® BEDFORD ® JARROW-on-TYNE, England 
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Dirty but Interesting 


The other evening I was on a train going into one of our major foundry 
centers. Just by chance I was looking through a copy of this publication. A fine 
looking young fellow of high school age in the seat across the aisle looked over 
and said, ‘“You’re reading FOUNDRY. I know about that magazine because I took 
a course in foundry at Tech and my teacher had us prepare written reports from 
material in FOUNDRY.” Of course I was extremely pleased to know that the pub- 
lication is being used in that manner. 

Then the young man made a thought-provoking statement. “While it was 
dirty, the work was interesting and most of us enjoyed it a lot.” Regardless of 
the fun he had in making things out of metal, the factor of dirt remained in his 
mind. Interesting—but dirty. 

And then I got to thinking about some of the school foundries I have seen. In 
too many, any available equipment is obsolete if not completely antiquated. Neces- 
sary materials frequently are short in quantity as well as quality and therefore must 
be utilized longer than should be necessary. 

On the other hand, the teachers in most schools are fine, conscientious men 
having a knowledge and background of foundry practice and an eagerness to give 
the boys some of the basic fundamentals of casting production. They are handi- 
capped by conditions under which they operate. 

It is from these schools that many foundries must get their future workers. It 
is in these schools that many boys get an idea of the operations performed in the 
plants where their fathers work. And if their reactions are similar to that of the 
young lad on the train, these young people get an idea of poor working conditions 
in our industry. 

Isn’t it time for top management in foundries to take a good look at the high 
school and trade school foundries in the community? Isn't it time to find out what 
is being taught and appraise the tools with which this teaching is done? 

September brings the opening of school. Why not take a look at your school 
foundry? And if it needs help, why not get the foundries in the area interested in 
a project that will provide better facilities and methods in school foundries. 

Let’s put our best foot forward in telling these young people how castings are 
made. 


—~Bitmud E Litinsillliail 


Editor 
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— TONAWANDA 
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Chevrolet’s main foundry building at Tonawanda, N. Y., contains 279,958 sq ft of floor 
area. It and several smaller buildings house the entire operation on 155 acres of land 


General Motors Corp. at Tonawanda, N. Y., is 

pouring 1000 tons of gray iron every 16-hr 
day into component castings for 3520 V-8 and six- 
cylinder engines. These castings are machined in 
the adjoining engine plant located on the com- 
pany’s 155-acre site. Total foundry employment 
is about 2000, and production is continuous over 
two 8-hr shifts. 

Facilities are contained in a large main building 
containing 279,958 sq ft of floor area and in sev- 
eral smaller buildings. The latter house briquet- 
ting equipment, sludge treatment tanks, fuel oil 
pumping equipment, pumps for core oil, kerosene 
and gasoline, acetylene generator and a sprue mill. 
Other units include a power house containing boil- 
ers and air compressors, and an electrical sub- 
station. 

The main building is devoted to molding, core- 
making, patternmaking and maintenance, casting 
cleaning, sand storage and melting operation. In 
addition, offices, the cafeteria and dining room, 


['c new foundry of Chevrolet Motor Division of 
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sand laboratory, first-aid room, locker rooms for 
men and women, and various storerooms are lo- 
cated in this building. A basement underlies the 
foundry department, office and cafeteria and part 
of the core and cleaning rooms. 

Sand Storage—About 25,000 tons of sand is 
stored in this 20,675-sq-ft building area, which is 
divided into bins for segregation purposes. Railroad 
cars enter the room to be unloaded with clam- 
shell buckets. Wet and dry new sand as well as 
reclaimed sand are stored. 

Coremaking—The coreroom covers 81,480 sq ft 
of floor space and is equipped with 42 coremaking 
machines, 11 continuous baking ovens, 16 batch 
baking ovens and seven core wash and paste drying 
ovens. Six, 4000-lb capacity, hand-controlled mul- 
lers prepare the sand, which is delivered to core- 
making machine hoppers either by lorry car or a 
distribution belt. New and reclaimed sand is used. 
Both are dried before use. Sand processed in the 
15-ton-per-hour wet-type reclamation unit comes 
from floor sweepings and the cleaning room. 
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SAND RECLAMATION fem | 














—: 














J 
] Hb aNo Storabe ! 




























































8 Le Sa J t 
Ee C< COREMAKING ‘SRB 7 StUOGE 
- Z I BRIQUETING Gs 
MOLDING QPL rir iii 
. = » 5 .s & 
c > QJ & \ 
Right, general layout of rT tTTirrrrirritri \ 
foundry shows location SSS tu 
of the main departments tS Cenane COME i P 
yy ard = oe Le ee 
[ UYU cee maintenance res 
q+ , a ‘ 
rr | 











qt OFFice 6 JI‘ 
pnd: CAFETERIA] 

























M 
— 





ie 
bl 


— 
peste 








Chevrolet's foundry management personnel. Left to right: R. D. Pugh, general foreman, 
pattern shop; J. J. Flynn, superintendent, inspection; A. A. Way, manager of Tonawanda 
plants; Clarence Qualman, foundry operations manager; J. H. Hubble, superintendent of 
production, first shift, and G. F. Hilman, superintendent of production, second shift 


Molding—Six car conveyor molding loops and 
a jobbing floor for miscellaneous and repair cast- 
ings occupy 83,170 sq ft of floor area. The depart- 
ment is equipped with 68 molding machines and 18 
machines for making green sand cores. Four of 
the loops have independent sand systems; a fifth 
system serves the remaining two loops. The sys- 
tems employ continuous sand mixers, and sand 
properties are maintained by seacoal and binder 
additions in a slurry prepared at a central station. 
Pouring and shakeout areas are exhausted to dust 
collectors, and casting cooling tunnels are ven- 
tilated. Castings are moved by overhead monorail 
conveyors to the cleaning department. 

Melting—Six cupolas, each with capacity of 30 
tons per hour, are operated in groups of three on 
alternate days. They are continuous slagging, in- 
termittent tapping, hot-blast units. Cupola efflu- 
ent gases go through vortex collectors to prevent 
atmosphere contamination. Weigh-type equipment 
charges metals on one side of the cupola and coke 
and limestone on the other side. Slag is carried 
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away by a sluice system and metal is tapped to 
seven, 1-ton capacity monorail carriers. 

Cleaning—tThe cleaning room contains 52 tum- 
bling mills, seven blast units, special fixture grind- 
ers, several hand grinders and chipping hammers 
and welding facilities. Blocks and heads are blast 
cleaned, then placed in fixtures for grinding in the 
special units. Smaller parts are tumbled and blast- 
ed. All castings are touched up with hand grinders 
and chippers. Conveyors and electric trucks are 
used for moving castings in straight line processing 
sequence. 

Pattern and Maintenance Shops—Facilities for 
making and repairing wood and metal patterns are 
housed in a modern, well-equipped shop on the sec- 
ond floor of the main building. The room occupies 
about 22,000 sq ft. The maintenance shop, under- 
neath the pattern room, contains machine tools, 
welding units and battery chargers for keeping pro- 
duction and material handling equipment in work- 
ing order. About 24,000 sq ft are devoted to this 
function. 








COREMAKING 


wanda Foundry include two straight flow pro- 

duction lines equipped with six double-end au- 
tomatic coreblowing machines served by two over- 
head, horizontal drying ovens. In addition, there 
are 36 semiautomatic coreblowers arranged in 
groups of four around nine tower ovens. 

. Sand is stored in a section of the building divided 
into large open-top bins by cement walls. Total 
sand storage is 25,000 tons. New sand brought 
into the building in gondola cars is unloaded by 
clamshell buckets carr.ed by two bridge cranes. 
When not occupied with unloading cars, the cranes 
bring sand from storage bins to hoppers at one end 
of the room. Sand is conveyed from these hoppers 
to a rotating, oil-fired cylindrical drier-cooler with 
capacity of 30 tons per hr for lake sand and 20 
tons per hr for bank sand. 

From the drier-cooler, screened sand is raised by 
bucket elevator to a 24-in. distribution belt. Hand- 
operated plows remove sand from the belt into 
muller storage hoppers or into two large storage 
bins forming part of the main sand storage area. 

Strike-off sand from coremaking operations and 


[} wanda Foun facilities in the Chevrolet Tona- 





Hose is being connected to pices which deliver 
core binders from box cars to the storage kins 
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sand from the reclamation unit also is stored for 
reuse. Strike-off sand from the semi-automatic 
coremaking machines is carried by below-floor-level 
belt conveyors to a bucket elevator, which passes 
up through the building bay housing sand reclama- 
tion facilities. At one end of this bay are two 
hand-fed machines which grind up damaged, baked 
cores. Sand from these machines falls into the 
bucket elevator carrying the strike-off sand. The 
elevator discharges to a 24-in. belt conveyor paral- 
leling the new sand conveyor. Hand-operated plows 
remove the sand to bins over the six mullers. 

Sand Is Reclaimed—Molding department sweep- 
ings and sand dislodged from castings in the clean- 
ing room are fed from basement belt conveyors to 
a rotating screen and over a magnetic pulley for 
removing refuse. Screened sand is fed into a tank 
of water and the slurry is pumped to a 160-ton 
capacity primary classifier tank in the reclamation 
room. Fines are floated off the top of this tank 
and pumped to the sludge settling tanks. Slurry 
from the primary classifier flows by gravity to two 
scrubbing tanks 4 ft in diam and 6 ft high where 
an electric agitator scrubs the sand. 





A monorail car delivers mulled sand to hoppers 
over core machines grouped around tower ovens 
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One of six double-end machines which make six-cylinder barrel cores. The cores ct right 
have been dipped in corewash and are ready to be placed on monorail deiivery conveyor 


Slurry flows from the scrubbers to a 3 x 8 x 1- 
ft-deep rectangular tank. Floatable material is 
washed over a dam at one end of the tank to join 
the slurry of fines from the primary classifier. 
Heavier slurry flows out adjustable orifices in 
eight spigots through which counterflow water is 
passed. Adjustment of the counterflow water 
volume and sp got openings controls grain size of 
sand particles flowing through. 

Slurry from the receiving tank under the spigots 
is pumped to a circular filter table. A vacuum is 
drawn below the screen bottom of the table, and 
water forced through the screen is pumped to the 
sludge tanks. Sand remaining on the filter table 
contains 7 to 8 per cent water and is removed from 
the table by a screw conveyor to a rotating, cylin- 
drical, o-l-fired drier. Sand falls from the drier to 
a similar cylindrical cooler, Air is drawn through 
the cooler counter to the flow of sand and ex- 
hausted to a dust collector. 

Cooled sand falls into a vibrating pan screen 14 
in. wide and 25 ft long. Good sand drops through 
the screen to the pan and goes into a bucket eleva- 
tor to a storage bin. An inclined belt conveyor 
under the b’n conveys sand to the bucket elevator 
which handles strike-off core sand. However, the 
reclaimed and strike-off sands are handled sep- 
arately for segregation. 

Binders used in core and molding sands are un- 
loaded from box cars by vacuum hose into a conical- 
ly-shaped pressure tank from which they are blown Barrel cores are inspected and patched on this 
through individual pipes into any one of eight conveyor. Core stock pile is shown in background 
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5900-cu-ft-capacity bins. A flexible pipe from the 
pressure tank may be connected to any of the de- 
livery pipes. 

Of these materials, a standard and a heavy corn 
flour and southern bentonite are used in core sand 
mixes. They are moved from storage bins to 
hoppers over each pair of mullers by a tubular 
flight conveyor. 

Ganister and lump coal delivered by railroad 
cars is unloaded to a bucket elevator which feeds a 
drop-bottom lorry car traveling on rails over the 
5900-cu-ft-capacity bins for these materials as well 
as coke and limestone bins. 

Core Sand Mulling—Six mullers prepare 40C0-lb 
sand batches for the coreroom. Dry materials are 
added through a we'gh hopper. Water and oil are 
metered. Following an 8-minute mixing cycle, 
mulled sand is elevated to one of three 7000-lb ca- 
pacity storage bins, each common to two mullers. 
One man operates two mullers alternately; loading, 
mixing and emptying operations are individually 
controlled through hand levers or pushbuttons. A 
sample from every batch is sent to the sand lab- 
oratory for testing. 

Three, 2-ton capacity, electrically driven mono- 
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rail cars operating over a mezzanine deliver mulled 
sand from two of the large storage bins to hoppers 
over the coremaking machines grouped around the 
tower ovens. Sand from the third storage hopper, 
fed by Nos. 1 and 2 mullers, is elevated to a 24-in. 
belt from which it is removed by hand-operated 
plows to hoppers over the six automatic coremak- 
ing machines on the straight flow production line. 

Straight Flow Lines—The six double-end ma- 
chines make six-cylinder engine block barrel cores, 
and are set in a line between two overhead mono- 
rail conveyors. Two operators are stationed at 
each machine, and an air-operated shuttle, having 
a corebox at each end, moves the boxes under the 
blowhead alternately. 

As a blown core is rolled from the machine, the 
box is rotated upside down by air cylinder and an 
air-operated stool raises to engage the core plate, 
hitting a limit switch as it does so. The four sides 
of the box are drawn back automatically and the 
stool, carrying the core, lowers. The plate con- 
taining the core is pushed along slide bars to a 
device which lowers the core into a tank of core 
wash. During these operations the corebox has re- 
volved to a point where the operator can spray it 
and insert metal supporting tubes for the core 
barrels. 

When the core is raised from the wash it is 
pushed by air cylinder to a roller conveyor where 
the operator blows off excess wash and sets the 
core on the monorail conveyor carrier shelves. Each 
conveyor then travels upward to pass through in- 
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Two of a battery of four coreblowing machines grouped around each tower oven. A 


roll-over draw unit and a shuttle, which moves coreboxes in and out, serve each machine 
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The 25,C00-ton capacity sand storage area is across center of layout. Core crusher and 
sand reclamation system are at upper left, return sand settling tanks at upper right 


dividual, horizontal drying ovens. 

As the conveyors leave the ovens they lower to 
floor level at a point behind the line of coremak- 
ing machines. Cores are removed from the plates 
and put on separate 18-in. sliding belt conveyors 
serving each monorail for visual inspection, check- 
ing with jigs and patching. Plates are cleaned 
and remain on the conveyor for reuse as the con- 
veyor returns past the machines. Cores are un- 
loaded at the ends of the belt conveyor to a mono- 
rail delivery conveyor or to storage on the floor 
between the two belt conveyors. 

Tower Oven Groups—Four blow machines are 


grouped around three sides of each of nine tower 
ovens. Each machine is served by one operator, a 
rollover draw unit and a shuttle which moves two 
boxes in and out of the machines alternately. Cores 
are removed by the machine operators from the 
draw unit to aluminum driers and loaded to car- 
riers on the oven. 

Group 1 machines produce slab cores for the six 
and V-8 cylinder heads. As cores are unloaded 
from the oven they are checked in a sizing fixture, 
brushed and blown off and set on a chain conveyor 
which carries them through a hooded unit for au- 
tomatic spraying with graphite wash. The chain 





Group 1, 2 and 3 coremaking machines make cores for the six-cylinder head assemblies 
fitted and pasted on this conveyor. Monorail storage racks are visible in background 
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Green sand and combination dry and green sand cores are used at Chevrolet. Here a 
combination core is made by setting two dry sand holf cores on green sand halves, which 
have been rammed in a small rollover and struck off. Assembly is clamped, rolled over 
and drawn, center. Assembly is lifted frem box with a fixture and set in mold, right 


conveyor feeds them to a wire mesh belt which 
carries them through an infrared drying tunnel. 
Cores then are cleaned and rubbed and set on stor- 
age racks. There are ten racks arranged in two 
rows of five hung on closely spaced, parallel mono- 
rails. As racks are loaded, their movement around 
the monorail rectangle is performed by air cylin- 
ders through pushbutton control. Cores are loaded 
on racks on one side of the rectangle and unloaded 
on the other side for further processing. 

Group 2 coremaking machines make cores for 
the six-cylinder head assembly. Baked cores un- 
loaded from the tower oven are placed on storage 
racks hung from an overhead monorail loop. 

Port cores and one side core for the six-cylinder 
head assembly are produced on group 3 machines. 
They are unloaded from the oven onto pressed-wood 
boards and stored on eight short sections of roller 
conveyor. They are definned and mudded on 
benches at the end of the roller conveyors. Intake 
cores are dipped in graphite wash and hung, by 
a built-in hole, onto hooks on a small overhead 
monorail loop, which carries them through an infra 
red oven. Dried cores are unloaded from the mono- 
rail conveyor to pressed-wood boards and stored on 
the roller conveyors. 

Head assemblies are pasted and assembled on an 
18-in. sliding belt conveyor. Then they are loaded 
to an overhead monorail conveyor for delivery to 
the molding section. 

Right and left-hand exhaust manifold cores for 
the V-8 engine and exhaust and intake manifold 
cores for the six-cylinder engine are made on 
group 4 coremaking machines. Cores are removed 
from the oven to a storage unit similar to that 
used in group 1. Cores are removed to benches 
for rubbing, prior to loading on an overhead mono- 
rail delivery conveyor. 

Group 5 machines produce water jacket cores, 
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double exhaust port, cross over, and right and left- 
hand single exhaust port cores for the V-8 engine. 
Port cores are unloaded from the tower oven to 
four short gravity roller conveyors, and water 
jacket cores are unloaded to a short overhead mono- 
rail loop storage conveyor. All cores are definned, 
mudded and given a chrome dip, and then pasted 
into the V-8 head core assembly on a sliding belt 


Layout of the 81,480-sq-ft corercom, showing the 
42 coremaking machines and auxiliary facilities 
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Six-cylinder water jacket cores are inspected, cleaned and mudded on this conveyor. 
Core in foreground rests on a unit which sprays insides of the thin walls with wash 
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At the end of the conveyor, they are 


conveyor. 
loaded to an overhead monorail delivery conveyor 
which passes through a drying oven on its way to 
the molding section. 

Six-cylinder water jacket and transmission exten- 


sion cores are made on group 6 machines. They 
are unloaded from the oven to a storage unit sim- 
ilar to that in group 1. From storage, they are 
placed on a sliding belt conveyor for mudding and 
cleaning. At the end of the conveyor they are 
set in a fixture which sprays the insides of the thin 
cylinder walls. Cores then are loaded to the de- 
livery conveyor which carries the barrel cores. 
Strainer cores are trucked to this point and loaded 
on the same conveyor. 

Group 7 machines make front end, rear end, rear 
barrel, front end fuel pump and rear end oil filter 
cores for the V-8 engine. Front barrel, center bar- 
rel and distributor cores are made in group 8, and 
the V-8 slab and right and left-hand water jacket 
cores are made in group 9. Cores from these units, 
except for the slab core, are unloaded to three short 
belt conveyors for cleaning, mudding and pasting. 
From there they are loaded to an overhead mono- 
rail storage loop conveyor, They are taken off the 
other side of the loop, dipped in a chrome wash and 
loaded to a monorail conveyor which travels 
through a horizontal, overhead drying oven. After 
drying, the cores are unloaded to a second mono- 
rail storage loop and taken from there to a sliding 
belt conveyor for pasting into the V-8 block as- 
sembly. Slab cores, made in group 9, are put ona 
belt conveyor after definning for delivery directly 
to the sliding belt for assembly. 

Block assemblies come off the end of the sliding 
belt to an automatic loading device which places 


Miscellaneous cores are made on five jolt ma- 
chines, loaded on racks and baked in batch ovens 
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them in either of two small tower ovens for drying 
the paste. They also are unloaded automatically 
to roller storage conveyors and then hand-loaded to 
the delivery conveyor carrying the six-cylinder en- 
gine barrel, water jacket and strainer cores. On 
its way to the molding section, this conveyor trav- 
els through an overhead oven for drying the wash 
on the jacket cores. 

The automatic loading and unloading mechanism 
consists of two loading and two unloading units. 
Each of the loading units removes two core as- 
semblies, that have been prepositioned on the end of 
the assembly conveyor, by arms actuated by motor- 
driven cams. Arms carry the cores into the oven. 
The rising shelves of the oven pick cores off the 
arms and carry them through the drying zone of 
the oven. Unloading units work in reverse order 
to remove the cores from the oven and load them 
to the delivery conveyor. All machines are inter- 
locked electrically with the assembly conveyor, the 
tower ovens, and the delivery conveyor, by limit 
switches to stop one movement and start the next 
movement. All movements are controlled by cams 
or eccentrics driven by electric motors with speed 
reducers, clutches and brakes. 

Opposite groups 7, 8 and 9 are five blow ma- 
chines, similar to those grouped around the tower 
ovens, plus five jolt machines. The blow machines 
produce cores for the six-cylinder intake manifold 
heater, six and V-8 transmission case, V-8 clutch 
housing set core, transmission extension set core, 
and the main bearing set core, exhaust manifold 
set core and end core for the six-cylinder engine. 
The jolt machines make V-8 oil pump body and 
strainer cores. 

Cores from these machines are loaded on portable 
racks and moved by electric pallet trucks to any of 
16 batch-type ovens for baking. The same trucks 
are used for removing the racks from the ovens 
and setting them in any areaway for cooling. A 
series of benches and short sliding belt conveyors 
are used in definning, dipping and assembling these 
cores into groups on portable racks for pallet truck 
movement into the molding section. 








A rack of cores is being loaded into one of a 
battery of 16 batch-type core ovens for baking 
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MOLDING 


HEVROLET engine castings are made on six 


molding loops. Four loops, occupying a little 

more than half of a rectangular bay, have in- 
dividual sand preparation and distribution systems. 
Lines 5 and 6, located in half of the remaining 
area, have a common sand preparation system and 
two distribution belts. Opposite these lines is a 
jobbing floor where miscellaneous castings and 
repair parts are made. 

Molding sand properties are kept within the de- 
sired range by mixing the closed system sand with 
a slurry of seacoal and western and southern ben- 
tonite prepared in a central blending area. Seacoal 
used in the slurry and in jobbing and make-up bond 
mixes also is made in this area by grinding soft coal 
in two crushers. Seacoal falls from the crushers 
into a pressure tank from which it is blown pneu- 
matically through pipes to a storage bin. 

Slurry and Special Sand Mixes—Slurry is mixed 
in two, continuous mixing tanks. Water is mixed 
with seacoal and western and southern bentonite 





Adjusting sand delivery belt plows over supply 
hoppers serving the molding machines on line 5 


in one tank, and with only the bentonites in the 
other tank. A vibrating feeder supplies seacoal 
from the bottom of its storage bin to the slurry 
tank. Bentonites are fed from storage bins by a 
rotary gate valve, and water is metered. Addi- 
tions are continuous, agitation being provided by 
propellers on the end of an electrically-driven shaft. 

The slurry is pumped from the tanks in 3-in. re- 
circulating pipes to continuous sand mixers at the 
molding lines. Pressure in the slurry lines is 55 
psi, and two, 150-gpm pumps distribute the mix. A 





Barrel and water jacket cores unloaded from monorail delivery conveyor in background 
are assembled in a jig, then placed in the drag by a clamping fixture as shown above 
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MOLDING 


On line 3, green cores for 
the clutch housing are 
made on three machines 
outside of the car con- 
veyor loop. Flasks are de- 
livered to the machines 07 
the roller conveyor branch 


third pump is maintained in standby readiness. 

Jobbing, make-up bond and cupola bottom sand 
mixtures are prepared in a 4000-lb capacity muller 
in the slurry preparation area. Seacoal and bond- 
ing clay are fed to a weigh hopper over the muller 
by vibrating feeders. Lake, bank and reclaimed 
sand come from separate storage bins through 
screw conveyors to 24-in. belt conveyors feeding the 
weigh hopper. 

Western and southern bentonite are fed by grav- 
ity from storage bins through rotary gate valves 
to a 714-cu-ft capacity pressure tank and are blown 
through a 4-in. pipe equipped with a switch leading 
to two bins of 36 cu ft capacity each. Air-cylinder- 
actuated gates in the bin bottoms release the ben- 
tonites to the weigh hopper. Water is metered. 

Mixtures are dropped from the muller to a vibrat- 
ing conveyor, feeding a bucket elevator which emp- 
ties to a screw conveyor over three, 8-ton capacity 
hoppers. Air-cylinder-controlled gates in the 
screw conveyor housing release cupola bottom, 
make-up bond and jobbing sands to the proper 
hoppers. Air-cylinder-controlled gates in the bot- 
toms of the hoppers discharge sand to 114-ton 
capacity front dump trucks for delivery to point of 
use. 

The make-up bond sand mix is used on line 1 
and is dumped by the trucks into a floor-grated 
hopper near the sand mixer. It is added to the 
system by an underfloor apron conveyor as needed. 
Additional bonding clay and cereal hulls are de- 
livered to the mixtures on lines 1 and 2 pneu- 
matically through pipes from a pressure tank. 

Handling of Molding Sand—Sand systems on the 
molding lines are basically the same and are shown 
in diagram A. A continuous sand mixer receives 
sand from two, 125-ton capacity hoppers, which 
have apron conveyors at the bottom, feeding a 
chute. Also slurry with seacoal and slurry without 
seacoal and plain water are delivered in separate 
pipes. Flow through these pipes is controlled by a 
man on the sand deck from which he also operates 
plows for filling molders’ hoppers. Mixer dis- 
charges to a bucket elevator, which discharges 
through an aerator to an overhead, 24-in. distribu- 
tion belt. Hand-operated plows remove sand to 
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molders’ hoppers. Near the end of the belt, sand 
may be diverted from the top strand of the con- 
veyor, through a chute, to the bottom strand. It is 
carried back near the bucket elevator and plowed 
off into a surge hopper, from which an apron con- 
veyor moves it to a chute, feeding the bucket ele- 
vator. 

If overflow sand is to go through the entire sys- 
tem it is allowed to flow off the top strand to a 
chute which empties onto the strike-off and shake- 
out sand belt in the basement. This belt feeds a re- 
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volving, cylindrical screen which deposits refuse 
to a belt conveyor emptying into a container. 
Screened sand falls through a chute to another 
24-in. belt conveyor and is carried over a magnetic 
pulley to a second bucket elevator. Floor sweep- 
ings and make-up bond sand additions also are 
made on this belt from a hopper under a floor grat- 
ing. An apron conveyor under this hopper moves 
sand to a chute which empties to the belt. The 
elevator empties onto a belt over the two, 125-ton 
storage bins, and sand is diverted to the hoppers 
by plows controlled automatically by sand level 
probes in the hoppers. 

Molding Line Operations—V-8 and six-cylinder 
blocks are produced on line 1. Drag molds are 
made on three semiautomatic jolt squeeze ma- 
chines. Cast steel flasks made and machined to 
Chevrolet’s specifications are used throughout 
the foundry. 

Empty flasks then are pulled in from a roller 
conveyor extension at the side of each machine 
to rest on a wheeled conveyor over the pattern. 
The pattern is raised into the flask, and the flask 
is filled, jolted and squeezed. When the pattern 
has been drawn down, an air cylinder arm pushes 
the mold out the other side of the machine on a 
wheeled conveyor extension which lowers it to a 
second wheeled conveyor at right angle to the ex- 
tension. An air cylinder arm pushes the drag mold 


Layout of the molding and core knockout areas. 
The casting cooting court is shown across b=ttom 





















Six-cylinder head ccres are set into the meld 
on molding line 2 with help of a hand fixture 


out to the front of the machine, where it is lifted 
by air hoist on a jib crane to a car conveyor. 

Strainer cores are set. Then the car passes 
through an open side hood and the drag is hand 
sprayed with a mixture of gasoline, fuel oil and 
graphite. Barrel and water jacket cores are un- 
loaded from the monorail delivery conveyor to a 
jig which closes by air cylinder to assemble the 
cores, and then opens by spring pressure. The core 
assembly is set in the drag by an air-actuated 
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Pouring off a mold of miscellaneous small parts 
on line 5. All the pouring stations are hooded 


clamping jig suspended from an air hoist on a jib 
crane. Two such assembly and setting jigs handle 
cores on this line. 

Core assemblies are checked in the drag with a 
fixture, and the bottom joints of the three bar- 
rel cores are muddled. Copes, made on three ma- 
chines similar to those making the drags, are set 
in place with air hoists on jib cranes. Molds are 
clamped with wedge-shaped gripper clamps. 

Completed molds are poured with electrically 
driven and raised, hand-tilted ladles under a com- 
pensating air ventilation hood. Then they enter a 
cooling tunnel at the end of the molding line loop. 

About halfway down the back leg of the loop, 
the clamps are removed and tossed to an 8-in. belt 
conveyor, feeding a cross belt to a chute for de- 
posit in a container at the point where they are 
put on the flasks. A man with a bar breaks off 
the sprue, and an air cylinder arm, operated by a 
switch actuated by each mold, tilts the cope off and 
lets it fall, upside down, on a shakeout. Cope 
flasks come off the shakeout to a declined roller 
conveyor and onto an inclined belt conveyor which 
carries them behind the cope molding machines. 
They are lifted by air hoist on a jib to the roller 
conveyors extension feeding each machine. 

The car conveyor continues around the loop to 
a point where two men hook a chain sling onto 
the blocks, lift them out of the molds with an air 
hoist and hook the sling on an overhead monorail 
conveyor, which carries them to the cleaning room. 

Empty drag flasks are pushed off the cars au- 
tomatically by an air arm to a shakeout. Flasks 
slide off the shakeout to powered rollers which 
roll them through a water spray to a second set 
of powered rollers which carry the flasks at 90 de- 
grees to their original travel to a belt conveyor 
located behind drag molding machines. Man with 
an air hoist on a jib moves flasks to the conveyor 
extensions on the machines. 
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Cylinder blocks are hooked from molds on line 
1 and are hung on an overhead monorail conveyor 


Other Line Operations Are Similar—Line 2 pro- 
duces heads, flywheels and oil pump castings on 12 
jolt-squeeze-draw machines—six making copes and 
six drags. Head molds are lifted from machines to 
car conveyor by air hoists mounted on jibs. Other 
molds are moved by hand. Oil pump cores are set 
with a hand fixture, and a strainer core is set in the 
flywheel mold by hand. Air hoists on jibs are 
used to close head molds; all others are closed by 
hand. 

All molds are clamped with metal wedges and 
poured under a compensating air hood before en- 
tering the cooling tunnel. Clamps are removed 
on the back leg of the loop and returned to point 
of use on an 8-in. belt conveyor. Sprues are brok- 
en loose with an air chisel. A second man loosens 
the cope with a bar and the third man tosses copes 
to shakeout with an air-operated lift hook. Cope 
flasks slide off the shakeout to powered rollers 
which move them to a conveyor belt behind cope 
machines. Flasks are moved from belt to ma- 
chines by hand. 

Cylinder heads are removed to shakeout by a 
man with a forked bar suspended from a chain. 
They come off the shakeout into a rack from which 
they are pushed by air-cylinder-operated arms 
actuated by a foot pedal to holders on the top of 
monorail-carried baskets which already have re- 
ceived flywheels and oil pump castings. 

Flywheels and oil pump castings are removed on 
the front leg of the loop, just before the line of 
drag machines, by a man with a bar who pushes 
them to a chute, leading to an apron conveyor. 
They are discharged to a shakeout next to the head 
shakeout. Flywheels are pushed to a chute from 
which they are released by a foot-controlled air 
cylinder catch to the conveyor baskets. Oil pumps 
slide into a small hopper which is tilted, when full, 
by air cylinder and foot pedal control, to dump 
them into the conveyor baskets. 
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Drag flasks are moved off the cars to shakeout 
by a short belt conveyor, operating in a vertical 
plane and placed diagonally across the car con- 
veyor. Powered rollers carry flasks from the 
shakeout to a belt conveyor behind the machines. 

Use Green Sand Cores—Manifolds, clutch hous- 
ings and transmission parts are made on lines 3 
and 4. Inside the loop on line 3, five jolt-squeeze- 
lift machines make the drags for manifolds and 
transmission parts. Opposite these machines, out- 
side the loop, two jolt-squeeze, rollover-draw ma- 
chines make green sand cores for the clutch hous- 
ing. Between these machines is a_ jolt-squeeze 
machine for making the drag, which is moved by 
hand to the core machines and clamped in position 
on the core. The assembly is rolled over and 
drawn down. The filled flask is pulled out the bot- 
tom of the machine on a wheeled conveyor and 
lifted to the car conveyor. 

Three identical machines for making the same 
drag and green core are located inside the loop be- 
tween the five drag and seven cope machines. Dry 
cores used in some of the molds are delivered by 
monorail conveyor. They are set by hand, with or 
without a fixture, depending upon the type of core. 
From here to shakeout, handling is the same as 
on line 1. At shakeout, just ahead of the drag 
machines, castings are dug out of the sand with 
bars and pushed to a chute. An inclined apron con- 
veyor dumps them on a shakeout from which they 
are hooked into baskets on a monorail conveyor. 
Drag flasks are pushed off the car conveyor by an 
air cylinder arm to a shakeout. Powered rollers 
then move the flasks to a belt conveyor. 

On line 4, six jolt-squeeze, rollover-draw ma- 
chines are located outside the loop opposite six 
jolt-squeeze-lift machines which make drags. The 
outside machines make green sand cores for the 
truck transmission housing. Cope and drag for 
the core are made in a long, rectangular box, 
hinged at the middle of its length. After the core 
is rammed, the box is booked by flipping one side 
of the box over the other. Top portion then is 
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swung back, leaving the completed core in one box. 

A drag made on one of the drag machines is 
brought across the car conveyor by hoist on a mon- 
orail and clamped over the core. Assembly is 
rolled over and drawn down to a swing-out arm, 
and the drag and core are hand-lifted to the car 
conveyor. Two drag machines serve the six core- 
making machines. The other four drag machines 
make drags for V-8 engine transmission parts. 

At the end of the line of coremaking machines 
described above are six more green sand core ma- 
chines arranged on opposite sides of a sand stor- 
age hopper. These are small rollover machines in 
which half the core is hand-rammed. Two half 
cores are made in each machine. When they have 
been struck off, a dry sand half core is placed over 
the green sand half and a metal fixture placed 
over both. The assembly is clamped in place, rolled 
over and drawn down. Fixture and cores are set 
on a table and a hand setting fixture is hooked 
around the dry core, which now forms the bottom 
of the composite core, and the core set in the mold. 
Molds then are closed and handled the same as 
those on line 3. 

Miscellaneous small parts are made on lines 5 
and 6, each of which have 13 jolt-squeeze-draw 
machines and are identical in other respects. They 
are similar to the other molding lines except that 
they are shorter and cope and drag shakeouts are 
opposite each other in the loop and feed empty 
flasks to a single set of power rollers and conveyor 
belts for return to molding machines. Castings are 
loaded from both lines into baskets on the same 
monorail conveyor for delivery to cleaning room. 


Operators stand on platforms at the shakeout on line 4. One hooks castings to beskets 





on a monorail conveyor; the other hooks scrap to a chute feeding boxes in the basement 
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is supplied by six cupolas at one end of the 

molding department in a three-story structure 
about 93 ft wide, 187 ft long and 85 ft high. The 
cupolas are arranged in three pairs, and one of 
each pair is operated on alternate days. 

Cupolas are closed top type. Effluent gases 
drawn off at the top are exhausted through tube- 
type heat exchangers 9 ft in diam and 20 ft high 
which preheat the air fed into the tuyeres. Each 
pair of cupolas is connected to one heat exchanger. 
Dampers in the take-off ducts are used to cut out 
the cupola which is not in use. Heat exchangers 
are equipped with fuel oil burners to supply heat 
at the beginning of melting and until the time 
when sufficient hot effluent gases are generated 
to carry the load. 

Air blast to the cupolas now is maintained at 
about 450° F through a control panel located on 
the ground floor which automatically adjusts and 
records the temperatures in the heat exchangers. 
Temperature in the heat exchanger is adjusted 
through by-passing the burning effluent gases from 
the cupola. Heat exchangers have conical bottoms, 
and particulate matter or fly ash separated from 
the gases in the exchangers drops into the bot- 
toms and is moved by screw conveyors to vertical 
pipes through which it falls into the wet slag dis- 
posal system. 


iV OLTEN iron at Chevrolet Tonawanda Foundry 
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Charging boxes below the level of 
the bins are filled by a combina- 
tion of hand and magnet charging 


Metal storage yard behind cupolas 
occupies an area about 70 ft wide, 
200 ft long. It is crane serviced 


Hot gases from the heat exchangers are car- 
ried across the roof about 40 ft in 36-in.-diam 
pipes to vortex chambers 18 ft in diam and 40 ft 
high where, through expansion and rotary action 
of the gas stream, most of the remaining fly ash 
in the gases is removed. Gases are vented to the 
atmosphere. Fly ash falls into the cone bottoms 
of the chambers, which are connected to screw type 
conveyors that carry it to a storage hopper nearby. 

Cupolas Are Water Cooled—Cupolas are lined 
to about 75 in. at the melting zone section, wh'ch 
is water cooled. Above the melting zone the lining 
diameter is gradually expanded to about 95 in., 
and that diameter is continued to the top of the 
stack. Bottom plates of the cupolas are 9 ft above 
the floor level, and the charging doors are 20 ft 
from the bottom plates. 

The cupolas are charged through two doors on 
opposite sides, in the front and in the back. Coke 
and limestone are charged in the front door by a 
mobile, hopper type scale crane suspended from 
overhead rails on each side of the travel area. Coke 
charge is 380 lb with 100 lb of limestone. Coke and 
limestone are stored in overhead bins above the 
scale car floor. Bins are 15 ft high and 15 ft wide 
with tapered bottoms, and extend for 112 ft. They 
will hold approximately 250 tons of coke and 200 
tons of limestone. These materials are brought to 
the building in railroad gondola cars and dumped 
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Coke and limestone contained in overhead bins is discharged into a weigh hopper on a 
crane which moves the hopper into the cupolas, distributing the materials on the iron 


into a hopper below ground level. From this hopper 
the coke and limestone are conveyed in an inclined 
skip hoist to a hopper above the storage bins. Coke 
and stone from the hopper are distributed to the 
storage bins by a hopper car. 

Metal is charged through the doors on the op- 
posite side of the cupolas. The raw materials, con- 
sisting of cast iron briquets, return scrap, steel 
scrap and pig iron, are stored in a series of bins 
on the charging floor. They are brought to the 
charging floor bins by magnet crane from the main 
metal storage yard behind the cupola building. The 
yard occupies an area about 70 ft wide and 260 
ft long. Charging floor bins are elevated about 
5 ft above the floor level, and the materials are 
placed in rectangular charging boxes about 4 x 4 
x 3 ft carried on scale cars. Charging boxes are 
loaded by a combination of hand and the magnet 
crane operation. 

Loaded charging boxes are transported on the 
scale cars to the cupolas where they are shifted 
pneumatically onto elevated stands on each side 
of the scale car track. The loaded box is moved 
onto a stand by a pneumatic ram on the opposite 
stand pushing the empty box which it contains 
against the loaded box until the empty one replaces 
the loaded one on the scale car. Scale car with 
the empty box then moves back to the bins for 
loading. Loaded box on the stand is picked up by 
a crane and moved through the charging door into 
the cupola. There it is lowered a few inches to 
strike two water-cooled bars, which release the 
latches holding the center-pivoted bottom doors on 
the boxes. After the load is discharged, the crane 
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moves the box from the cupola and lowers it onto 
an empty stand, which automatically closes and 
latches the bottom doors. 

Produce Two Types of Iron—Metal charges 
weigh 4000 lb, and the components vary according 
to the type of iron being melted. Essentially two 
types, termed soft and cylinder iron, are produced. 
Cylinder iron is employed only for cylinder blocks. 
An average mixture consists of 27 per cent steel 
scrap; 30 per cent return scrap; 25 per cent cast 
iron briquets; 6 per cent alloy pig iron containing 
17 per cent Si, 3.75 per cent Mn and 3.50 per cent 
Cr; and remainder pig iron. The soft iron mix 
contains about 18 per cent steel scrap, 25 per cent 
return scrap, 2144 per cent silicon briquets and 
remainder pig iron. This iron is used for a wide 
variety of castings including clutch housings, mani- 
folds, water pump bodies, transmission cases, etc. 
A mixture of these two irons in the molten state 
—approximately 50 per cent of each—is used for 
a medium iron for cylinder heads, flywheels, oil 
pumps, bearing caps, etc. 

Control of the iron characteristics is through a 
combination of chill test specimens, taken every 
10 minutes, and chemical analysis specimens taken 
every half hour. Temperature observations are 
made at the spout with an optical pyrometer every 
15 minutes. 

Cupolas have 108-in.-diam shells which are lined 
down to 75 in. at the melting zone. They now are 
producing iron at the rate of 30 tons per hour. 
Air blast is supplied by an interconnected bank of 
four centrifugal blowers located on one end of 
the charging floor. Only three of the blowers are 
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Cupola operations are controlled from a series of panel 
mounted recording instruments on the ground floor level 


Molten metal from the 2000-lb capacity transport ladles 
is emptied into smaller ladles at the pouring stations 
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Elevation and plan views of the cupola building showing the arrangement of equipment. 
Numbers on the drawings correspond to those on the listing given at the upper left 
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Transport ladles are carried in front of the cupolo on two overhead rails. 


MELTING 


To make 


it possible to fill ladles on the outer rail, swinging extension spouts are employed 


in operation at any one time; the fourth is held 
aS a spare in case of a breakdown of any of the 
others. Blowers have a rated capacity of 17,500 
cfm at 40 oz pressure each, and are operated from 
constant air weight control units mounted on a 
panel on the ground floor level. 

As indicated previously, the air blown into the 
cupolas is heated to 450° F by the effluent gases. 
It is fed through ten tuyeres 12 in. in diam which 
are located about 22 in. above the taphole. Each 
tuyere is equipped with a counterweighted damper 
which automatically closes off the downcomer pipe 
from the windbox when the blowers are shut 
down. This prevents an explosive gas mixture from 
accumulating in the windbox and air supply sys- 
tem. Water jackets begin about 5 in. above the 
tuyeres and extend up about 4 ft. Jacket is com- 
posed of ten separate welded steel compartments 
which are baffled to prevent water stratification. 

Rear Slagging—Cupolas are back slagged, the 
slag falling onto an inclined trough carrying a 
heavy stream of water. Mixture of granulated slag 
and water is carried to a trough in the basement 
where it separates. Slag is removed from the 
trench by a drag chain, which pulls it up a short 
inclined trough and discharges it into the boot of 
an elevator. The bucket elevator lifts the slag to 
the third floor of the cupola building, where it is 
discharged into a chute leading to a belt conveyor 
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on the second floor which transports the slag 
across the room and outside the building. There 
the slag is deposited in a belt conveyor 80 ft long 
which carries the slag to two elevated hoppers. 
From the hoppers the slag is loaded into trucks 
and carried away for disposal. 

Cupolas are tapped intermittently directly into 
transport ladles of 1 ton capacity. Ladles are car- 
ried by electrically driven cab-type cranes sus- 
pended from overhead monorails. Two monorail 
lines 4 ft apart are mounted parallel to the row 
of cupolas, the nearer line being 3 ft away. Beyond 
the cupolas in each direction the rail lines swing 
at 90° into the molding department and continue 
to the pouring loops of the several molding con- 
veyor lines. There metal from the transport ladles 
is emptied into pouring ladles. 

Cupolas Have Combination Spouts—Metal can 
be tapped into transport ladles on either of the 
two monorail lines and still permit the ladles on 
the line nearer the cupolas to pass by when re- 
quired. This is accomplished by use of a combi- 
nation of a fixed and a movable spout. The fixed 
spout, about 4 ft long, discharges metal into la- 
dles on the inner monorail. The movable spout, 
6 ft long, is mounted about 2 ft below and is 
swung in a horizontal plane by a manually-op- 
erated mechanism. When in use in filling a ladle 
on the outer monorail, the spout projects perpen- 
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dicular to the rail; then it is swung parallel to 
the monorail. 

If the first iron tapped from the cupolas is not 
up to the desired pouring temperature, it is pigged 
in a conveyor type machine immediately adjacent 
to the line of cupolas. Machine is about 54 ft long 
with a capacity of 18 tons per hour. However, 
only about 1 or 2 tons of iron are pigged in a day. 

Cupolas are patched by applying a ganister-sand- 
fireclay mixture pneumatically. The mixture con- 
sists of 675 lb ganister, 450 lb lake sand and 375 
lb fireclay. This is mixed dry in a sigma-blade type 
unit and placed in an elevated hopper. From there 
the material is fed into a pneumatically operated 
unit or gun which transports it through 3-in.-diam 
rubber hose to the cupolas. A nozzle at the end 
of the hose injects a small amount of water into 
the dry ganister mix as it is blown against the 
cupola lining. 

Ladle lining department occupies an area 50 
ft wide and 68 ft long adjoining the cupola de- 
partment. There all ladles are relined with a mono- 
lithic mixture rammed in place by hand. The com- 
position contains 320 lb f:reclay, 190 lb lake sand, 
130 lb ganister and 100 lb eight-mesh graphite. 
This material also is mixed in a sigma-blade unit 
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with about 6 per cent water to form a workable 
plastic mix. After the ladles are lined, the re- 
fractory is dried thoroughly by use of propane 
gas burners. - 

Produce Own Briquets—Cast iron borings for 
manufacture of briquets employed as part of some 
cupola charges are transported from the nearby 
engine plant in open gondola railroad cars to the 
briquetting department located about 100 ft from 
the cupola department. Borings are unloaded from 
the cars with a crane and bucket and placed in 
two large elevated hoppers just outside the build- 
ing. Vibrating feeders at the bottoms of the hop- 
pers feed the borings to a central chute, which 
drops them onto a short vibrating conveyor below 
the floor level. That carries the borings into the 
briquetting machine building and discharges them 
into the boot of a bucket elevator. The borings 
are lifted about 30 ft and discharged into hoppers 
above each of the three hydraulically operated 
briquetting machines. From there the borings are 
fed automatically into small hoppers on the ma- 
chines. 

Borings in these hoppers drop directly into the 
throats of the machines where they are forced 
into dies and compressed into small cylinders. The 
briquets are about 4 in. in diam and 4 in. high and 
weigh about 10 lb. Formed briquets are ejected 
from the dies and drop onto a transverse conveyor 
belt below the machines which deposits them on 
an inclined belt. The inclined belt elevates the 
briquets about 10 ft above the ground level and 
discharges them in the storage yard. Capacity of 
each briquetting machine is 31% tons per hr. 





Borings and turnings from machining operations on the iron castings in another depart- 
ment are compressed into dense briquets which are used as part of the cupola charges 
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CLEANING 


COMBINATION of cleaning methods is em- 
A ployed in finishing castings at Chevrolet 

Tonawanda Foundry, the procedure depend- 
ing on the type of casting. The cleaning depart- 
ment, located in the southwest section of the 
foundry structure, is 125 x 297 ft. 

Before arriving in the cleaning department the 
castings are cooled so that they may be handled 
without difficulty. As mentioned in the descrip- 
tion of the molding department, the castings are 
shaken out and placed in containers or hung on 
hooks suspended from overhead chain conveyor 
systems, which elevate them just under the roof 
trusses. The conveyors transport them out of 
the molding department into a long elevated cool- 
ing court extending east and west between the mold- 
ing department and the cleaning and adjoining 
maintenance departments. 

Cooling court is about 550 ft long and 42 ft wide. 
The several conveyor lines travel back and forth 
in the court for varying lengths of time depend- 
ing on the size of the casting, or the number of 
castings in the basket or container. Minimum time 
of travel is one hour; the cylinder blocks, being 
massive, require a considerably longer time for 
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Cylinder block pan rails are ground by setting 
on a fixture which carries them under the wheel 


Cooled blocks suspended on hooks pass through 
blast unit and are vibrated (right) to remove shot 


131 









CLEANING 





cooling. Bottom of the court forms four V-sec- 
tions, and drag cha:ns moving along the valleys 
transport the sand dropping from the castings to 
the center where it falls into chutes leading to the 
basement, and thence into sumps. There the sand, 
mixed with water, is pumped to the wet sand re- 
clamation system. 

Draw Air Through Cooling Court—To speed cool- 
ing of the castings the court is equ:pped with 13 
stack-mounted propeller exhaust fans located along 
the center line of the structure. Each fan has 
a capacity of 60,000 cfm. Sheet metal air inlets 
closely spaced along both sides of the court per- 
mit entry of outside air along the lower portion, 
and the fans in the center pull air across the cast- 
ings on the conveyor lines. 

Just before entering the ccoling court, cylinder 
block castings have their cores removed by a vibra- 
tory knockout machine. The machine is mobile in 
that it travels parallel to the conveyor line, carry- 
ing the blocks at the same rate of speed. It op- 
erates automatically through several tripping de- 
vices. These in turn cause the knockout machine 
to move with the conveyor, clamp and vibrate the 
block over a hopper, stop the vibratory action, re- 





lease the casting and cause the machine to move 
back to its original position for another operation. 

Dislodged sand and core vent tubes drop from 
the hopper into a rotary screen just below the floor. 
Vent tubes are discharged via a chute into tote 
boxes for return to the coreroom. Sand passes 
through a crusher to break up lumps and drops in- 


to a chute leading to the basement. There a belt 
conveyor transports it to a storage hopper in the 
molding department. 

After the cores are knocked from the blocks, an 
operator with a sledge hammer knocks off the gates 
into a chute leading to the basement, where they 
are discharged in a bucket. Blocks leave the cooling 
court and descend near one end of the cleaning de- 
partment. They are removed from the conveyor 
chain and placed on a vibrating grid shaker to re- 
move any loose sand. Castings are attached to 
hooks on an overhead monorail system and pass 
through an abrasive blast chamber equipped with 
six centrifugal wheels. On emerging from the blast 
chamber the blocks are removed from the hooks 
and set on a vibrating grid, with the cylinder bores 
in the vertical position, to remove any shot that 
might be in various pockets. 

Blocks Ground Automatically—Blocks are picked 
up with a hoist and set on end on another vibrat- 
ing grid with the bores at a slight angle to the 
horizontal. They are held in this position for a 
few minutes by a blocking arrangement as a fur- 
ther aid in removing shot. When the block is re- 
leased, it drops on a short section of roller conveyor 
with the crankcase side upward. Two men with a 




















6 SKIDS 12. SAMPLE CHECKING 
1 BLAST CHAMBER 7. TUMBLE BLAST 13. CLEANING & SHIPPING OFFICE 
2. SHOT SHAKEOUT 8. AIR TEST UNIT 14. TOOL CRIB 
3 GRINDER 9 TOTE BOXES 15. CASTING REPAIR SHOP 
4 JIB CRANE 10. SCALE 16. PREHEATING FURNACE 
5 WATER TEST UNIT TUMBLING MILL INSPECTION OFFICE 








Cleaning department plan view shows arrangement and identification of the equipment 
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hoist pick up a block from the conveyor and place 
it in a grinding machine. This machine simultane- 
ously faces off the pan rails, which are topside, 
and the top of the cylinder block, which is in the 
bottom position. 

In the case of the V-8 cylinder blocks, because 
of a difference in shape and height, the machine 
grinds only the pan rails. After the block moves 
a short distance, it is picked up by a turnover 
mechanism and placed on a roller conveyor perpen- 
dicular to the first line. The block, with the top 
upward, then passes through a grinding machine 
having two angularly mounted wheels, which face 
off the banks of the block. After the grinding 
operations, the blocks on roller conveyor lines are 
chipped, ground and inspected. 

Conveyor line carrying cylinder heads, flywheels 
and small castings such as oil pump bodies, en- 
ters the cleaning room at the opposite or east end. 
As it passes along a row of eight tumbling barrels, 
the flywheels and small castings are taken off and 
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Cleaned cylinder blocks are chipped, ground and inspected on a roller conveyor line 


Heads for cylinder blocks are chipped, ground and inspected on this roller conveyor 





placed in the barrels. The heads travel to the 
other side of the room where they are taken off, 
vibrated on a grid, and sent through a continuous 
blast chamber. After blasting, the six and eight 
cylinder heads are sent through special grinding 
machines for facing. They are placed on flat topped 
apron conveyors for further chipping, hand grind- 
ing and inspection. 

Clutch housings, manifolds and _ transmission 
cases on another conveyor line pass in front of 
another row of tumbling barrels backing up against 
the row just mentioned. Manifolds and transmis- 
sion cases are removed and placed in the barrels 
while the clutch housings move across the room 
to be vibrated, abrasive blasted, chipped, ground 
and inspected. 

Two other conveyor lines carrying numerous 
small castings such as bearing caps, water pumps, 
gear blanks, transmission case covers, etc., travel 
adjacent to two tumbling barrel lines comprised of 
18 barrels each, mounted back to back. Elevated 


















CLEANING 


All of the small castings 
are cleaned in a bank 
of 52 tumbling barrels 
arranged in six rows 


hoppers are located above each line with belt con- 
veyors down to centers. Small castings are re- 
moved from the conveyor lines and placed on the 
belts where they are sorted and distributed to vari- 
ous hoppers. Castings from the hoppers are dropped 
into the tumbling barrels. 

While most of the castings cleaned by tumbling 
are ready for shipment for machining after inspec- 
tion, certain ones such as manifolds, pump bodies 
and gear blanks containing pockets hard to clean 
by tumbling, are blasted. Manifolds are blasted 
in a continuous type barrel unit while the others 
are blasted in a batch type tumbling unit. 

All vibratory grid units, abrasive blasting equip- 








Sprues and risers are cleaned in this sprue 
mill about 300 ft from the foundry building 


134 














ment and tumbling mills are connected to power- 
ful exhaust systems, which carry the dust through 
seven wet dust collecting units. Each unit has a 
capacity of 26,000 cfm. Ventilation of the clean- 
ing room is through ductwork having openings dis- 
tributed in various areas. Air is brought in from 
above the roof by two fans, each of which supplies 
80,000 cfm of air to the system. 

Sand Is Reclaimed—Sand from the vibratory 
grids and tumbling mills drops through gratings 
and chutes into the basement and onto conveyor 
belts. Magnetic pulleys at the ends remove any 
iron, and the sand is discharged into sumps where 
it is mixed with water and pumped to the reclama- 
tion department. 

Gates and sprues from the molding shakeout 
units drop into chutes leading to the basement and 
into containers mounted on skids or feet. Filled 
containers are picked up by fork trucks and taken 
through a tunnel and up a ramp to a sprue mill 
located about 300 ft from the building. The sprue 
mill, about 8 ft in diam and 30 ft long, is in an 
open concrete pit just below the ground level. 
Sprue is dumped in a chute at one end, and the 
cleaned material emerges from the opposite end 
where it drops onto an inclined conveyor. The ma- 
terial is elevated above an intervening roadway 
and across to the storage yard. 

Dust generated in the cleaning operation is ex- 
hausted into a cyclone type arrester. Sand from 
the mill drops into the boot of an elevator which 
discharges onto an elevated conveyor belt. The 
latter transports the sand a short distance and 
dumps it into either of two elevated hoppers, from 
which it is trucked away for disposal. 

Cylinder block and head castings having slight 
defects in noncritical areas are salvaged by oxy- 
acetylene gas welding in a room 35 x 45 ft in the 
southwest corner of the cleaning department. Cast- 
ings are placed in an oil-fired furnace 10 ft wide 
and 25 ft long and preheated to about 1175° F 
Castings are pushed in one end of the furnace and 
emerge at the other onto a roller conveyor, which 
transports them to any of the several welding sta- 
tions. After welding, the castings are placed on 
skids, allowed to air cool, and then transported to 
the respective inspection benches. 
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Wood patternmaking department is fully occupied with maintaining present equipment 
and making patterns for replacement parts that can be made in the jobbing foundry 





PATTERNMAKING... 
LABORATORIES... 
MAINTENANGE 


Tonawanda Foundry is located on the second 

floor, over the maintenance department. It 
includes wood and metal departments, tool crib, 
stock room, storage areas for wood and metal pat- 
terns as well as lumber and raw materials, welding 
booth, plaster booth and a pattern-drafting and 
supervisor’s office. 

About 80 men are employed on three shifts in 
the metal department with prime responsibilty for 
maintaining foundry and coreroom pattern equip- 
ment. The shapers, planers, lathes, milling ma- 
chines, presses, grinders, screw machines and other 
related equipment are of recent design and of suf- 
ficient capacity to handle any pattern maintenance 
or repair job encountered. 

The wood pattern shop employs nine journeymen 


P “Tonawanda Foun department at Chevrolet 
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and is fully occupied with maintaining present 
equipment and making patterns from which re- 
placement parts for equipment now in use can be 
made in the jobbing foundry. Patterns also are 
made for parts to modify existing equipment to 
meet specific changes in production requirements. 

Maintenance Operations Are Extensive—Main- 
tenance department occupies about 24,000 sq ft 
on the ground floor east of the cleaning room and 
adjacent to the cafeteria. It provides adequate 
floor space for the many machine tools necessary 
to assure that the foundry and its varied equip- 
ment is kept running to meet production schedules. 
About 330 men are deployed in various crews to 
meet the continual repair emergencies encountered. 

Crews of millwrights, electricians, welders, 
plumbers, pipe fitters, carpenters, painters, and 
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MAINTENANCE 









Bench side of metal patternmaking department that maintains foundry and corerocm pat- 
tern equipment and has capacity to handle any maintenance or repair job encountered 





Sand control laboratory contains miscellaneous instruments essential to performing a 
multitude of tests on molding and coreroom sands before and during production runs 





mechanics are assigned responsibilities in all of the 
production departments to make running repairs 
on molding and core machines, conveyors, scales, 
cranes, metal carriers, ladles, cupolas, shakeouts, 
belts, chains, motors and in-plant trucks. General 
repair and construction duties are performed when 
need arises. Machinists, bench and floor men, 
blacksmiths, tool and flask repairmen work in the 
maintenance shop to assist in maintaining the 
buildings and equipment. A yard crew maintains 
railroad tracks, switches, locomotive yard crane 
and other outside equipment. 

Inspection department is located in the south- 























— rt C3 “ 7 Ff j H . 
y a. -i-+ b mg east corner of the cleaning room. Practically all 
— | + i a eS oh inspection operations are visual and are performed 
, as f—ef SS pee FT J ee alin , ap 
- on the various production lines while work is in 
i BATTERY CHARGER 7. MACHINE SHOP - - 
2. MAINTENANCE OFFICE 8. SHEET METAL DEPT process. Four brinell hardness tests are made 
3. CORE RACK & LADLE REPAIR re) BLACKSMITH DEPT . A : 
4 CARPENTER SHOP 10. MOLDING MACHINE REPAIR each hour on each conveyor line to check for com- 
oo Hl. GENERAL STORES CRIB pliance with hardness specifications. The depart- 
6. TOOL CRIB #2, RECEIVING OFFICE 
ment checks all patterns and cores for conformance 





with blueprint dimensions. 


General layout of maintenance department high- 
Laboratories Are Well Equipped—Sand labora- 


lighting the locations of various subsections 
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Laboratory in the forge building performs spectrograrhic, metallographic, chemical 
analysis, physical property tests and thorough raw material analysis for the foundry 


View shows one corner of the maintenance department that contains the machine tools 
necessary to meet demands of repair service enccuntered in such a large operation 


tory is located at the west end of the molding de- 
partment and contains the necessary equipment to 
perform green and dry strength, moisture, perme- 
ability, flowability, pH, shear, compression, defor- 
mation, carbonaceous content and similar tests on 
sand in the molding and coremaking departments. 
Grain fineness, distribution and clay content are 
checked weekly on each molding line. Seacoal in 
molding sand is sampled three times each shift, 
flowability and deformation once each shift. Baked 
core sand mixes are checked against plain linseed 
oil sand mixes for tensile strength. Cores baked 
at various temperatures also are checked for 
strength differences. Cupola ganister mixtures 
are checked for percentages of clay, ganister and 
sand. Determinations are made regularly on core 
paste strength as well as cleaning room abrasive 
shot. Slurry mixtures are analyzed for solids. 
A well-equipped laboratory in the forge serves 
the foundry and performs spectrographic, metal- 
lographic, complete chemical analysis and physical 
property tests for the foundry. Cupola samples are 
analyzed hourly and information telephoned to 
cupola office if changes in metal are required. 
Castings are picked at random from production 
lines and checked metallographically for hardness, 
section size, and cooling rate. Brinell hardness 
tests, chill depth checks and analysis of test bars 
are included in regular procedures. All complaints 


September 1955 


from various departments are run down to find 
source of difficulty. All raw materials, including 
pig iron, alloys, limestone, coke and coreroom ma- 
terials, are thoroughly analyzed before use for 
conformance to set standards. 
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PATTERN STORAGE $s. 


i WOOD PATTERN DEPT 
2. TOCK ROOM 6 TOOL CRIB 

3. PATTERN OFFICE Z BENCHES 
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METAL PATTERN DEPT 





Layout of wood and metal patternmaking depart- 
ments showing adjacent pattern storage areas 
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MODERN cafeteria, fully equipped to prepare 
A all the food it dispenses—with the exception 
of bread—is located on the ground floor at 
the southeast corner of the main building at the 
Chevrolet foundry. Seventy-five tables provide 
seating for 600 persons. An additional 35 fore- 
men, supervisors or management personnel can be 
accommodated in an adjacent dining room. 
Company regulations require that all meals be 
consumed in the cafeteria. Employees are per- 
mitted to take their own lunches to this area 
whether or not any additional food is purchased. 


MISCELLANEOUS 
FACILITIES 






Modern first-aid room is desigred to treat all 


employee injuries, whether slight or serious 


During prescribed meal periods, employees eat at 
15-minute intervals. A complete menu is offered 
for two shifts and a partial menu is available to 
third-shift employees. 

Locker, shower room and toilet facilities are lo- 
cated in the basement under the office and cafe- 
teria area. Individual ventilated lockers are pro- 
vided in addition to showers, footbaths and wash 
fountains. Individual lockers for 1741 hourly em- 
ployees, 146 supervisory personnel and 50 women 
are available. An underground tunnel provides ac- 
cess to and from an outside parking lot. Coreroom 
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Management, production, engineering, employee relations and personnel offices are 
closely integrated on the ground floor at the southeast corner of the main building 
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Employees can take their lunches to the cafeteria whether or not they purchase any 
additional food. Seating is provided for 600 persons. A necrby dining rcom seats 35 


employees use an underground passage from the 
locker rooms to their department. It eliminates 
walking through other production departments to 
get to appointed work stations. 

Safety Facilities—The first-aid room, located on 
the west side of the building near No. 5 and 6 
molding conveyor lines, is surgically equipped to 
treat any kind of an injury, no matter how slight 
or how serious. A doctor and six full-time nurses 


staff the facility during all hours that production 
is scheduled. 
From an adjacent room, the safety director su- 





pervises issuance of safety shoes, goggles, glasses, 
helmets, leggings, gaiters, shields, screens or other 
protective items. Goggles or glasses are issued 
free to all employees on a tool crib check. Safety 
shoes are available at reduced prices. 

Eighteen oil tanks of 24,722 gal capacity each 
are located in an underground storage area about 
1500 ft southeast of the foundry. Four of these 
tanks supply fuel oil for foundry process heating; 
the others contain fuel oil and quench and heat 
treat oil for the company’s nearby forge operation. 
Delivery to tanks is by tank truck or from railroad 





One of several washroom and shower facilities located convenient to employee locker 
rooms. Wide corridors aid traffic flow from production areas during shift changes 
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MISCELLANEOUS 
FACILITIES 





tank car on an adjacent railroad siding. Oil is 
pumped from tanks to point of use by electric mo- 
tor pumps located in an above-ground pump house. 
Oil travels through 4-in. pipe lines to the foundry 
at a constant 80-lb pressure. 

A propane tank, also in this immediate vicinity, 
provides propane vapor for pilot lights, gas at- 
mosphere work, and to burn-off excess gases in 
the cupolas before emission to the atmosphere. 

An oil and gas building is located about 300 ft 
west of the fuel oil storage area. Two above-ground 
tanks inside the building contain 12,000 gal each 
of core oil that is pumped through a continuous, 
recirculating system to the foundry. Outside and 
underground are two additional tanks of like capac- 
ity—one for kerosene, the other for gasoline. Kero- 
sene is piped to the coreroom for use as a release 
agent. Gasoline is used in materials handling and 
other vehicles. 

Process water used in the foundry is obtained 
from a water intake and pumped directly from the 
Niagara river, about one-half mile distance. A 
network of underground storm sewers carries storm 
water directly to the Niagara. Sanitary sewage is 
collected in a septic tank and is treated before be- 
ing returned to the river. All other water used in 
the foundry is processed through the sludge re- 
moval system. 

Reuse Most of the Water—Water used in the 
sand reclamation system is pumped alternately in- 
to either of two 225,000-gal settling tanks. Water 
remains here about 1 hr before it is allowed to flow 
by gravity through an 18-in. pipe to the system’s 
redistribution well. While in the settling tanks, 
solids in suspension settle to the bottom and are 
removed by clam shell bucket and loaded on trucks 
for disposal. As water flows from one settling 


tank, the other remains undisturbed to allow the 











settling action to take place. 

The redistribution well receives water from the 
settling tanks at about 1800 gpm. Of this water 
about 1500 gpm is recirculated untreated in a 
closed system back through the foundry and about 
300 gpm is treated chemically and returned to the 
Niagara river through normal sewage. 

Water to be treated flows into a 225,000-gal 
clarifier where about 200 parts of lime is added to 
1 million parts of water. Overflow from the clari- 
fier spills into an influent basin where an addi- 
tional 200 parts per million of alum is added. The 
pH factor is kept in a range from 61% to 814 to 
cause agglomeration of the particles in suspension 
and promote settling at the bottom. Sludge is 
pumped from the bottom of the tank while scum 
is removed from the top with power-driven .scum 
boxes. 

From the influent basin the water flows to a 
flotation unit where it is further treated with a 
coagulant aid in conjunction with a Sveen-Pedersen 
unit. Settled sludge in the flotation unit is pumped 
to the second floor where it is recovered and 
dropped down chutes to trucks for disposal. After 
treatment, water contains less than 50 parts per 
million of solid material. 

A large power house, located to the west of the 
foundry, includes a battery of coal and stoker- 
fired boilers and motor and steam-driven air com- 
pressors to provide steam and compressed air for 
the foundry. Capacity of the boilers is 390,000 
Ib per hour while the air compressors produce 
24,000 cfm. Four compressed-air boosters increase 
line air pressure from 90 to 125 psi at 1000 cfm 
each. 

Electric power is purchased commercially and 
delivered to the foundry through a substation from 
overhead lines and is transformed to 13.2 kv for 
distribution. Motor voltages are basically 440 v, 
3-phase, 60-cycle. Direct current at 120 and 240 
v also is available throughout the plant. 

An acetylene generator manufactures and pumps 
acetylene to several take-off points in the main- 
tenance, pattern shop, coreroom, electrical repair 
and casting repair departments. 





Individually ventilated lockers for 1741 hourly employees, 146 supervisory personnel 
and 50 women are provided in basement location under the office and cafeteria area 
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EQUIPMENT 
SUPPLIERS 


... For the Chevrolet 
Tonawanda Foundry 


Air Reduction Sales Co., New York Cylinder trucks 


Ajax Flexible Coupling Co., 
Westfield, N. Y. . 


Alemite Co. of Buffalo Inc., Buffalo 

All-State Patterns, Detroit 

American Air Filter Co., 
Louisville, Ky. 

American Well Works, 
Aurora, Ill. 


Anchor Steel & Conveyor Co., 
Dearborn, Mich. 


Annex Pattern Works, Detroit 
Automatic Transportation Co., Chicago 
Automotive Pattern Co., Detroit 


Conveying equipment 
Lubrication systems 
Patterns 


Dust collectors 
Sludge removal equipment 


Monorail conveyors 
Patterns 

Tow tractors 
Patterns 

William M. Bailey Co., Pittsburgh Pig casting machines 


Baker-Perkins Inc., 
Saginaw, Mich. Sand mixer, paste mixer and dissolver 


C. O. Bartlett & Snow Co., 
Cleveland Sand and mold handling systems, coke 
charger, sprue mill, sand dryer system 
Beals McCarthy & Rogers, Buffalo Belt sander 
Blaw-Knox Co., Pittsburgh Clam-shell bucket 
Buffalo Forge Co., Buffalo Metalworking machine 
Buffalo Scale & Mfg. Co., Buffalo Scales 
Caterpillar Tractor Co., Peoria, Ill. Tractors 


Central Pattern & Machine Co., 
Saginaw, Mich. Core plates, automatic strikeoffs, 
patterns 
Chisholm-Moore Hoist Division, 
Columbus-McKinnon Chain Corp., 
Tonawanda, N. Y. Telescopic portable crane 
City Pattern Foundry & Machine Co., Detroit Patterns 


Clark Equipment Co., 
Battle Creek, Mich. 


Cleveland Tramrail Division, 
Cleveland Crane & Engineering Co., 
Wickliffe, O. Electric hoists and tramrail 


Commerce Pattern & Engineering, 
Walled Lake, Mich. 
Convey-All Corp., Mansfield, O. 


Copperweld Steel Co., Glassport, Pa. 


Fork trucks, truck tractors 


Patterns 
Belt conveyors 
Briquet machine 


Cutler-Hammer Inc., Milwaukee Controls 
Delco Products Division, 

General Motors Corp., Dayton, O. Motors 
William Demmler & Bros., Kewanee, IIl. Coreblower 
Despatch Oven Co., Minneapolis Ovens 
Detrex Corp., Detroit Degreasers 


Harry W. Dietert Co., 


Detroit Sand laboratory equipment 
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Sawing, filing and 
polishing machine 
Pneumatic system 


DoAll Co., Des Plaines, IIl. 


Dracco Corp., Cleveland 


Thomas A. Edison Inc., West Orange, N. J... Batteries 
Eimco Corp., Palatine, III. Steel drum {filters 
Electric Controller & Mig. Co., Cleveland Magnets 


Elwell Parker Electric Co., Cleveland Electric trucks 
J. N. Fauver Co., Detroit Lubrication equipment 
August Feine & Sons Co., Buffalo Dump buckets 
Fisher Scientific Co., Pittsburgh Sand laboratory equipment 
Flinn & Dreffein Engineering Co., 
Chicago 
Foundry Equipment Co., Cleveland 
Foundry Flask & Equipment Co., Northville, 


Casting preheat furnace 
Core ovens 


Mich. Steel flasks, checking and loading fixtures 
Freeman Supply Co., 
Toledo, O. Leverage press, sander, band saws 


Frigidaire Sales Corp., Division of General 
Motors Corp., Dayton, O. Air conditioning units 


Gardner Machine Co., Beloit, Wis. 
Gogan Machine Corp., Cleveland 
Goulding Mfg. Co., Saginaw, Mich. 
Grindle Corp., Harvey, Il. 


Grinding wheels 
Hardness testers 
Core machines 
Cupolas, scale cars 


Hapman Conveyors Inc., Kalamazoo, Mich. Conveyors 
Harnischfeger Corp., Milwaukee Overhead crane 
Hauck Mfg. Co., Brooklyn, N. Y. Oil burners 
C. I. Hayes Inc., Providence, 

FH: Lk Electric heat treating furnace 
Hertner Electric Co., 

Cleveland Battery charging equipment 


Hill-Acme Co., Cleveland 


Hohl Industrial Sales Inc., 
Buffalo Monorails and rail switches 


Frank G. Hough Co., Libertyville, Ill. Front end loader 
Hydro-Blast Corp., Chicago . Sand reclamation equipment 
Hyster Co., Portland, Oreg. Mobile crane 


Portable floor crane 


Diesel crane 
Girder crane 


Industrial Brownhoist Corp., Bay City, Mich. 
Industrial Equipment Co., Minster, O. 
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EQUIPMENT 
SUPPLIERS 





Ingersoll-Rand Co., New York . .Hoists, booster compressors 


Inland States Mfg. Co., 
S| er Core loading and unloading equipment 


International Molding Machine Co., 
LaGrange Park, Ill. ....Mold and coreblowing machines 


Jeffrey Mfg. Co., Columbus, O. ..... .. Vibrating feeders 
Kane & Roach Inc., Syracuse, N. Y. ..... Wire straightener 
Walter Kidde & Co., Belleville, N. J. ...Fire extinguishers 
Kirk & Blum Mfg. Co., Cincinnati ........ Dust collectors 


George Koch Sons Inc., 
Evansv.lle, Ind. ..Cooling court ventilation 
Koehler Bros. Steel Works, a. 
Ich... 


Stands and pushers 


Lake Erie Foundry Co., Buffalo ....... .. Slag buggies 


Leeds & Northrup Co., 
Philadelphia .. ..Sand laboratory equipment 


Lincoln Electric Co., Cleveland ............ Arc welders 


Link-Belt Co., Chicago 
Slag haadling sysiem, pivoting slag chute and traveling 
dewatering screen, core department floor sweeping sys- 
tem, coke and limestone handling system, screw con- 
veyor sysiein, ganisler system, jobbing aad facing saad 
sysiem 


Lyon Metal Products Inc., 
Aurora, Ill. Lockers and benches, work benches, bar racks 


Maday Body & Equipment Corp., Buffalo ..Car pullers 
R. C. Mahon Co., Detroit ........ Vertical core ovens 
Manning, Maxwell & Moore, Muskegon, Mich. .....Cranes 


Marietta Concrete Corp., 
Marietta, O. 


Master Pneumatic Tool Co., Bedford, O. 
Carl Mayer Corp., Cleveland .. 


Mercury Engineering Corp., 
M lwaukee Conveyorized grinding lines 


Minneapolis-Honeywell Regulator Co., Philadelphia 
Potentiometers, thermocouples, sand laboratory equipment 


Modern Equipment Co., Port Washington, 
Wis Overhead monorail cranes, ladles 


Morris Machine Works, Detroit ..... ... Slurry pumps 


. Concrete storage silos 
Portable tools 
..Core ovens 


National Engineering Co., 
Chicago Sand handling and preparation system 


Kational Foundry Sand Co., Detroit Cupola lining guns 
Wm. H. Nichols Co., Richmond Hill, N. Y. Molding machines 


Ol'ver Machinery Co., Grand Rapids, 
Mi.ch. Lathes, planer, jointer and tool grinder 


Osborn Mfg. Co., Cleveland Molding machines 


Pangborn Co-:p., Hagerstown, 
Md. Casting cleaning equipment 


Peerless Pattern Works, South Bend, Ind. Patterns 


Parmenter Steel & Conveyor Co., 
Detroit Monorail system, sand carriers 


Planet Corp., Lansing, Mich. 


Conveycrs, waste sand system, tumbling mill hoppers 


and grating, infrared drying oven, briquet plant equip- 
ment, knockout system 
Proportioneers Inc., Providence, R. I. Wetting agent system 


Pyle Pattern & Mfg. Co., 


Muskegon Heights, Mich. Patterns 
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Pyrometer Instrument Co., 


Bergenfield, N. J. ..Optical pyrometers 


Queen City Sand & Supply Co., 
MMEMEIO™ 455: 6loc bein ree Sand laboratory equipment 


Rapistan of Michigan Inc., Grand Rapids, Mich. Conveyors 
Robinson Air-Actuated Conveyor Systems, 


a ere Pneumatic conveying system 
J. O. Ross Engineering Corp., 
GWT OUR. 5-055. ce nemo ees cone Horizontal core ovens 


PCAOTMIGA 66.5 osc Cee Portable tools 


Sage Equipment Co., 
BONG) 6 5.50 vss cee a Roller conveyors and monorails 


Saginaw Machine & Tool Co., Saginaw, Mich. 
Molding machines, core machines, water testing machines 


Saginaw Pattern & Mfg. Co., Saginaw, Mich. ..... Patterns 
Saginaw Welding Supply Co., Saginaw, 
256.509 5/5 GREE are ee Acetylene generator 


Schmieg Industries Inc., Detroit 
Sawdust exhaust system, floor hoppers, hopper chutes, 
loading ramps, ventilation system, compressor bases, dust 
and fume eliminators 


Claude B. Schneible Co., 

Detro:t ..Shakeout hoods, duct work, 

ventilation equ:pment 
Shepard Niles Crane & Hoist Corp., 

Montour Falls, N. Y. Hot metal carriers 
Simplicity Engineering Co., Durand, Mich. ...... Shakeouts 
W. W. Sly Mfg. Co., Cleveland 

Tumbling mills, blast cabinets, core sand reclaiming mills 
Standard Conveyor Co., 

i fel BND) ae os a |) er Conveyors 
Standard Electric Tool Co., Cincinnati ........... Grinders 
Stork Engineering Co., Saginaw, Mich. 

Core pilates, flask stia.ghtening press, flasks, molding 

machines, pasting machines, spray machines, tumbling 

mill covers, squeeze head racks, pinion supports and 

hydrometer supports 
Stroman Furnace & Engineering Co., 

Poamklinorark, GH. wo os. cess cevsienns cos Melting furnaces 
Sutter Products Co., 

Dearborn, Mich. Core blow, squeeze and draw machines 
Superior Pattern & Mfg. Co., 

Detroit . Sand reservoirs, patterns 


Sveen-Pedersen Sales, Long Island City, 


PALMS ates testa te Yeiees ero Sludge removal equipment 
Tabor Mfg. Co., Philadelphia . Core and mold machines 
Tomkins Johnson Co., Jackson, Mich. ....... Air cylinders 
Towmotor Corp., Cleveland .................... Tractors 
Toledo Seale Co., Toledo, ©. .......6.00sse0ccees Scales 


Tupes of Saginaw, Saginaw, Mich. ............ Arc welders 


Turner Bros. Inc., 


Ferndale, Mich. .. Hydraulic testing equipment 


Union Metal Mfg. Co., 
Canton, O. Tote boxes, skid boxes, skid platforms 


Walsh Me‘al Products Inc., Detroit 
Core storage units, dump buckets, core carriers, core 
drying oven 

Wayne Pattern Works Detroit .................. Patterns 

Webster Mfg. Co., T ffin, O. Belt conveyor and spray hood 

Wells Mfg. Co., Three Rivers, Mich. ........... Band saw 

West Michigan Steel ene: Co., 

Muskegon, M'ch. 


Wheelabrator Corp., 
M'shawaka, Ind. 


Wh'rl Air Flow Corp., 
Chicago Transporter and pneumatic conveyor system 


Whiting Corp., Harvey, 
Ill. Charging crane, seacoal crusher and handling system 


W'lson Mechanical Instrument Division, American 
Chain & Cable Co., New York . Hardness testers 


Wolverine Pattern Co., Saginaw, Mich. .. . Patterns 


. Flasks, patterns 


Casting cleaning equipment 


Yale & Towne Mfg. Co., 


Philadelphia Hoists, platform trucks 
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of aluminum alloys for casting have become 

a reality at Monarch Aluminum Mfg. Co., 
Cleveland. Basis of the automated operation is a 
tunnel-type furnace, in operation for over a year, 
which has made possible lower foundry overhead, 
close control of metal handling and casting quality 
and superior working conditions. Three of these 
units are currently in use at Monarch. 

Designed to provide automatic, continuous melt- 
ing, the furnaces employ Selas Corp. radiant gas 
burners operating at high temperature to effect 
fast, controlled heat transfer. Relatively small, 
yet with high capacity per hour, the furnaces slope 
downward from the input to the output end, about 
2 in. per foot in units now in use. 

Ingots Fed Automatically—Ingots are brought 
to the furnace, still baled, by lift truck. They are 
loaded by hand on a conveyor at the upper end 
and automatically are pushed lengthwise under 
the roof of burners. Succeeding ingots push 
through those already in the furnace until the 
oxide skin on them breaks; the molten metal goes 
the rest of the way by gravity. Melting rate and 
pouring temperature are controlled by regulation 
of the speed of ingot charging and by the fuel 
input to the burners. 

Molten aluminum flows continuously through 
an opening near the lower end of the furnace, di- 
rectly into a small pouring ladle. The cycle from 
cold to molten metal requires about 24 to 30 
minutes. As the metal falls from the spout into 
the ladle, a constant coating or skin of oxide sur- 
rounds it until it enters the ladle. This oxide skin 
contracts or expands if the rate of flow changes. 
In Monarch’s operation, the metal emerges on 
the left side of the furnaces, at the front end. A 
pyrometer in the ladle gives a constant check on 


[jor stuminun melting and automatic pouring 
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Diagram showing general arrangement of continuous melting furnace 
molds. In installation described here, ingots are pushed in one at a time 
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can be heated up in 
hours, melts ingots in 
utes and provides co 
of metal. Automatic — 
in conjunction with 


melt temperature, which is controlled automati- 
cally. 

Molds Mounted on Turntable—In front of the 
furnaces, and slightly to the left, permanent molds 
are mounted on turntables. In one installation, the 
molds are indexed to a. position under the pour- 
ing ladle and are poured automatically. In an- 
other, the turntable revolves continuously, and 
molds are poured automatically as they enter 
the pouring zone. Because of the large variety of 
work poured with metal from the third furnace, 
molds are hand-poured from a small holding pot. 

As a safety feature, the pouring ladle is de- 
signed so that when it is not pouring, the rear 
is lower than the pouring lip. Excess metal, if 
any, flows down a trough and into a small pot, 
from which it can be reclaimed. Electronic equip- 
ment on the indexing table makes it possible to 
pour molds with a 2 to 3-lb weight range con- 
secutively, on the same turntable. A mechanical 
arrangement permits the same flexibility in mold 
size with molds on the continuously revolving 
turntable. 
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Side view of furnace, from nonpouring side, shows size and general construc- 
tion. It’s a pilot installation, built for use, not beauty, and much modified 


Although replacement of a pouring ladle during 
operating hours never has been necessary, the 
job could be done easily. Molten metal could be 
diverted into the small holding bath incorporated 
in the interior of the furnace, or charging could 
be halted long enough to permit the change, then 
resumed without further delay. If the direct-pour 
principle is not desirable from a production stand- 
point, alternate designs embody provisions for a 
limited holding pot or the use of transfer ladles. 

In the construction of the furnace, 60 burners 
in four rows of 15 each are patterned to form a 
radiant roof 10 ft long and 3 ft wide over the 
final one-third of ingot travel. Natural gas and 
air are fed to the cup-shaped burners in accurately 
controlled proportions and under controlled pres- 
sure. The mixture is burned within the cups and 
heats the ceramic lining to incandescence. Heat 
transfer between the cups and the aluminum 
charge quickly brings the ingots to the melting 
point, largely by radiation. Combustion products 
provide preheat during the first two-thirds of 
ingot travel. 
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Man at left loads ingots on conveyor, and automatic pusher propels them into 





the furnace. Man at pusher is inspecting a new unit, not acting as operator 


Reducing Atmosphere — Since the oxygen re- 
quired for combustion is supplied to the burners 
in the air-gas mixture just mentioned, none is re- 
quired in the furnace itself. The unit therefore 
operates in a slightly reducing atmosphere which 
may be varied to some extent by changes in the 
mixture. 

Oxides do not form because the only aluminum 
in the furnace in a fully liquid state is in the 
immediate vicinity of the pour point. When fed 
into the furnace, however, each ingot already is 
covered with an oxide coating. 

This coating does not melt, but is skimmed off 
by a cofferdam-like arrangement before the molten 
metal reaches the small (50-100 Ib) holding bath 
through which all metal passes on its way to the 
pouring spout. The shallow holding bath is de- 
signed for flexibilty. In the event that a mold is 
pulled from the turntable temporarily after charg- 
ing is in progress, metal can be held in the bath 
long enough for the adjusted charging rate to 
hit the spout. The furnace operator removes the 


collected oxide at his convenience perhaps two 
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or three times per shift, from a door in the right 
side of the furnace. 

A feature of the continuous melting furnace is 
simplified operation. Bringing the startup charge 
to pouring temperature requires less than 3 hr. 
Once operating temperature has been reached, the 
charging rate is set to meet the demand. Fuel 
flow is adjusted to achieve the desired pouring 
temperature as the oxide envelope on ingots is 
pierced. Four, five or six ingots, depending on 
furnace size, are charged every five to ten min- 
utes, but exact timing is not critical if suitable 
loading equipment is provided. Once the operation 
has been stabilized, the production rate is con- 
trolled by adjustment of the charging equipment. 

Aids Quality Control—Quality control also has 
proved to be one of the major features of the fur- 
nace. Castings are reported to be of the same an- 
alysis as the ingots from which they are poured 
and to be reproducibly uniform from casting to 
casting. Intermediate alloys can be obtained by 
mixing ingots of different composition and differ- 
ent size in the same charge. Ingots used at Mon- 
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arch range in weight from 30 to 60 lb. 

When one run ends, the alloy can be changed to 
meet the requirements of the next run while the 
furnace still is in operation. Ingots to meet the 
new specifications are loaded in time for them to 
reach the pouring stage as the new molds are 
placed in service. Simplicity of the process per- 
mits several alloy changes per shift while nearly 
full production is maintained. 

Apart from analysis, the general quality of 
of the castings is said to have been improved 
significantly. The short heating cycle does not 
hold the aluminum long enough for dross to form, 
and gas absorption is virtually nonexistent. Alu- 
minum melted in the furnace is not degassed, al- 
though it could be if the need arose. Occasionally, 
Monarch finds it necessary to add gas to prevent 
shrink. Grain structure in castings also is said 
to show close uniformity. 

A further major advantage of the new furnace 
involves improved working conditions. First, it 
can eliminate the summer drop in _ production 
caused by high temperatures, for the heat is en- 
closed completely. With the exception of two or 
three spots such as the pouring point and the oxide 
cleanout, the outside of the furnace is cool to the 
touch; and there is no need to hold large quanti- 
ties of metal at or near pouring temperature. 

Because of improved working conditions, labor 
turnover can be reduced, eliminating the need to 
train new crews each fall. In this area, the gain 
is twofold: Training expenses are cut, and the ex- 
perience of seasoned, skilled employees further in- 
creases production. In addition, it becomes pos- 
sible to acquire and keep workers of higher caliber 
than otherwise would be available. 

Beyond the actual reduction in costs, continu- 
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ous melting provides a much closer control of 
costs. Direct costs of melting aluminum become 
very nearly proportional to the weight melted. 
Since no large holding bath is necessary, only 
about 1000 lb of metal is being processed at one 
time, at a 2000-lb per hour pouring rate, for ex- 
ample, and only a few hundred pounds of that 
quantity actually is molten. Small furnaces for 
low production rates become practical, and it is 
economical to start up a furnace of any size for 
even a short run. 

The furnace can be shut down within minutes 
with only a few pounds of metal to pour off and 
a minimum of oxides to remove. If circumstances 
cause a production delay, the unit can be restarted 
and brought up to pouring temperature in less than 
an hour. Operated for two 8 or 10-hr shifts, the 
furnace can be closed down during third-shift mold 
maintenance periods and refired to melting tem- 
perature in a maximum of three hours before the 
start of the first shift on the next day. This period 
is dependent on the design of the furnace and 
heating capacity of the fire brick. Maintenance of 
the refractory lining is reported to be relatively 
simple and inexpensive. 

Fuel Consumption Low — Fuel consumption is 
extremely low because there is no large reserve 
of liquid metal, and heating is controlled closely. 
Performance records at Monarch show an over-all 
gas consumption of 1.9 cu ft (about 1900 Btu) 
of gas per pound of aluminum melted. 

Monarch now is using three continuous melting 
furnaces in the permanent mold casting room, with 
capacities of 1500, 1800 and 2400 lb per hour, 
rated at 1400° F pouring temperature. They have 
been operated at rated capacity—in fact, the 
largest has been modified to operate at a capa- 
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Left—Close-up shows how 
conveyor raises ingots to 
the pusher, which propels 
them into preheat section 
of the furnace. The next 


ingots push those ahead 
farther into the furnace 
until melting is finished 


Right—Molten aluminum _ is 
falling into a small pour- 
ing ladle which pours the 
permanent molds automati- 
cally when the turntable 
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city of well over 3000 lb per hour—and at as little 
as 60 per cent of capacity, without any appreciable 
decrease in efficiency. Apparently each furnace 
could be operated at a greater degree of turndown 
without increasing unit costs. The company has 
found no evidence that would indicate any limit 
to building similar furnaces in much smaller or 
much larger capacities. 

The ultimate conversion of all its melting units 
to several versions of continuous melting furnaces 
is planned for Monarch’s permanent mold foundry. 
Timing will depend on the life expectancy of pres- 
ent equipment. Designs also are being prepared 
for furnaces for the company’s die casting depart- 
ment which will have a capacity of about 500 Ib 
per hour. 

The continuous melting furnaces were developed 
by J. H. Keating, vice president of manufacturing, 
Monarch, with the technical advice of Selas Corp. 
of America, Philadelphia, producers of the com- 
bustion equipment used in the units. They are 
to be made available to foundries working in alu- 
minum and other low-melting-point alloys. 
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Observation port at pouring end of furnace gives 
view of the entire interior of the melting unit 












Numerous Melting Techniques Used in New 


Fig. 1—New research laboratory on Mchawk River, near Schenectac’y, N. Y. 





Main building is left, radiation lab center, metals and ceramics lab right 





By A. J. KIESLER and R. E. CECH 
Metallurgy & Ceramics Research Dept. 
General Electric. Co., Schenectady, N. Y. 


veloped through the centuries to a remarkable 

state of achievement. The complex needs of 
mankind made necessary the improved and newly 
developed techniques to satisfy expanding require- 
ments. All this progress was made by arduous trial 
and error. In the last few decades, however, the 
needs for improved and sometimes entirely differ- 
ent methods of melting and casting metals have 
completely outrun the ability of “trial-and-error 
metallurgy” to keep pace. 

It is during this period that the science of met- 
als has been applied to these phenomena. From 
fundamental studies of the melting and solidifica- 
tion processes have come findings which point the 
way to many improvements in techniques of melt- 
ing and casting metals. 

A weak link has existed, however, between the 
scientist, who learns new facts regarding the solid- 
ification of metals, and the metal producer, who 
needs to have this information translated into 
practical operating procedures before he can make 
use of it to produce metals with superior proper- 
ties. 

To strengthen this link the General Electric Co. 
has planned and built a Metals and Ceramics build- 
ing as a part of its Research Laboratory in Sche- 
nectady, N. Y. The principal objectives to be ac- 
complished in this laboratory are: 

1. To ascertain and analyze the areas of most 
critical need for materials and processes. 

2. To develop new processes for new businesses. 

3. To develop new materials to improve products. 

4. To study existing materials and obtain a bet- 
ter understanding of their properties and proces- 
sing. 


i art of melting and casting metals has de- 
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5. To operate pilot plants and obtain economic 
data. 

To carry out the various research and develop- 
ment projects the laboratory makes use of more 
types of melting and casting equipment and tech- 
niques than could be found in any other laboratory 
in the world. A full complement of the ‘“normal’’ 
types of melting equipment, ranging in size from 
tiny induction melting furnaces to a 1-ton basic 
electric furnace, satisfy many of the requirements 
of scientists in the laboratory. In addition, all of 
the newest developments in melting equipment such 
as the vacuum induction melting furnaces, consum- 
able electrode arc-melting furnaces, atomic hy- 
drogen melting furnace, zone-melting furnaces and 
many other types are being used in development 
work of an advanced nature. 

Solidification Studies—This wide array of equip- 
ment stems from the methods used in attacking 
the problems attendant with the melting and solidi- 
fication of metals. The development work being 
carried on has been preceded by fundamental re- 
search of great breadth and scope. One such area 
is the development of improved methods for con- 
trolling the structure and grain size of castings. 
The initial studies, conducted over several years 
and still continuing, were concerned with observing 
the behavior of completely pure metal during the 
solidification process. In these studies it was 
found that the controlling factor in determining 
how a metal solidifies is the extraneous matter or 
“dirt” contained in the metal. If the molten metal 
does not contain some dirt particles, it will not 
solidify even though it is below the melting point 
(the metal supercools). It would eventually 
solidify if supercooled far enough even though no 
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Fig. 3—In this illustration, researcher is watch- 
ing the progress of a “floating zone” experiment 


Fig. 2—Pouring “heat” from a 1-ton 
ladle. Arc furnace is in background 











impurities were present. 

When dirt-free metal is poured into a mold a 
columnar grain structure will result. This occurs 
because the dirt on the cold mold walls starts solid- 
ification of metal. When no other grains of solid 
metal start in the interior of the casting (no dirt 
there for starting them) the first grains will con- 
tinue to grow inward until the entire casting is 
solidified. 

To be effective in promoting solidification, the 
dirt particles must have atom spacings and con- 
figurations which closely approximate that of the 
metal. In effect, the liquid metal must be ‘“‘fooled”’ 
into accepting the dirt particle as a solid piece of 
metal. When a solid dirt particle having the prop- 
er arrangement of atoms is in a bath of liquid 
metal below the normal freezing point, the metal 
reacts in the same manner as if the dirt were really 
a solid piece of metal. Solidification occurs simply 
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by growth onto the dirt particle. If the dirt has 
an improper atom spacing, the liquid metal does 
not recognize it until the metal supercools a large 
amount below its normal freezing point. The more 
the metal supercools, the greater its desire to solidi- 
fy, until finally (in desperation so to speak) it 
accepts the improper atom spacing dirt and grows 
onto it. 

The research on solidification provides the back- 
ground necessary to predict what materials will be 
most effective in promoting solidification. These 
predictions must then be tested by experimental 
work. First, using small induction furnaces, the 
most promising materials for refining the grain 
size of castings are selected. These are then tested 
on an industrial scale using the 1-ton are furnace. 
In Fig. 2 is shown a heat from this furnace being 
poured into molds after having been inoculated 
with dirt particles. Results obtained using equip- 





Fig. 4—lron at top of il- 
lustration was purified by 
“conventional” methods of 
melting. At the bottom is 
chromium which was purified 
by “floating zone” melting 























Fig. 5—Interior, multiple hearth arc melting furn- 
ace. Electrode tip and radiation cone are on cover 


ment of this size can at once be duplicated on an 
industrial scale. 

High-Temperature Alloys—An extensive effort 
is being directed toward the development of ad- 
vanced types of high-temperature alloys for use in 
jet engines and rocket components. Here again 
the alloy development work is based directly upon 
the research being carried on in other parts of the 
laboratory. 

In the first phase of the work, metal is purified 
to a remarkable degree by the technique known as 
“zone melting.”” In this process a bar of metal 
is melted at one end and then a seed crystal is 
introduced into the molten “zone.’’ Pure metal 
solidifies on the seed crystal, thereby causing the 
impurities to be concentrated in the molten metal. 
The molten zone is passed slowly through the bar 
by moving the heat source. The impurities con- 
centrated in the molten zone solifidy in the last 
portion of the bar. This portion is cut off, leaving 


Fig. 6—Completing the assembly on the console of a 600-Ib 
consumable electrode arc melting furnace (in the background) 
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a bar of high-purity metal. 

With such highly purified metals it is possible 
to determine whether desirable properties can be 
attained in certain metals in the nearly complete 
absence of foreign atoms. Furthermore, the effect 
of carefully controlled small additions can be 
studied in the absence of complicating influences 
brought about by impurities. Research of this 
type has led to the development of many useful 
alloys in the past and it can be expected to con- 
tinue to do so. 

In the extension of this work to high melting 
point metals it has been necessary to carry out 
the process in the absence of a crucible. All cruc- 
ible materials, though they are inert at lower tem- 
peratures, will give off impurities to metals at high 
temperatures. Zone melting on metals such as 
iron, chromium and titanium must therefore be 
carried on without a crucible. The technique by 
which this is done is known as “floating zone” 
melting. A rod of metal is held vertically in a 
vacuum system. A concentrated power source is 
applied to the rod, causing a small portion of the 
rod to melt. Surface tension of the molten metal 
holds it in place between the two solid portions of 
the rod. Purification is accomplished in the same 
manner as in conventional zone melting. Impuri- 
ties are concentrated in the liquid metal as the 
zone is passed slowly through the rod. 

One type of zone melting apparatus is shown in 
operation in Fig. 3. Rods of iron and chromium 
purified by conventional and floating zone melting, 
respectively, are shown in Fig. 4. The research 
conducted on metals such as these helps to guide 
the research programs of others on preliminary 
alloy evaluation. 

Large numbers of alloys which are needed for 
evaluation programs are made at a rapid rate in 
a multiple-hearth arc melting furnace shown in 
Fig. 5. 

The furnace consists of a vacuum chamber sur- 


Fig. 7—Alnico fractured grain structure— 
top, fractured; bottom, polished and etched 
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rounding a water-cooled rotatable platform upon 
which the crucibles are mounted. Indexing of the 
crucibles to the melting cone is accomplished by 
rotating the platform from outside the furnace. 
Arc control and pool rotation are achieved through 
the use of magnetic fields. The arc is initiated 
from a _ water-cooled, tungsten-tipped electrode 
which is centrally located in the water-cooled radi- 
ation cone. 

Atomic Hydrogen Melting—Another recently de- 
veloped furnace for melting small quantities of 
metal without danger of contamination from the 
crucible is the atomic hydrogen furnace. This fur- 
nace utilizes the principle of atomic hydrogen 
melting for welding developed by General Electric’s 
famed physicist, Dr. Irving Langmuir. Hydrogen 
gas is fed through an are developed across a pair 
of tungsten electrodes. The hydrogen molecules, 
which are broken up into atoms in the are, are re- 
formed on the surface of the metal. This process 
gives up heat to the metal and causes it to melt. 
Metals which are reduced by hydrogen, and cer- 
amics which are not reduced by hydrogen, can be 
melted by this method. Tungsten and molybdenum 
are examples of metals and alumina and zirconia 
are examples of ceramics which can be successfully 
melted. 

The most promising alloys found in preliminary 
investigations are then produced in quantity in 
a 50-lb, vacuum-inert atmosphere are melting fur- 
nace or in a 600-lb, consumable electrode vacuum- 
inert atmosphere are melting furnace. Fig. 6 
shows the latter partially assembled. This fur- 
nace, which has been designed by laboratory sci- 
entists, embodies some of the most advanced de- 
signs in the metallurgical industry. It possesses 
the versatility necessary to melt all types of re- 
fractory metals and alloys (W, Mo, Ti, Zr, etc.). 
One of the prime considerations is operator safety. 
A closed circuit television system allows the op- 
erator to view and control the furnace from a posi- 
tion of safety, at the control console. Another 
feature is the blowout port extending out of the 
building from the furnace. This would markedly 
diminish the force of an explosion if it should oc- 
cur in the furnace. 

The quantities of metal produced in the 50-lb 
and 600-lb are melting furnaces are sufficient to 
allow fabrication of actual devices for in-service 
testing. 

Grain Control—A third direction in which re- 
search is being carried out from the fundamental 
standpoint through to the development of useful 
materials is that of controlling the grain orienta- 
tion in castings. One example illustrating the use- 
fulness of grain orientation control is afforded by 
the powerful Alnico directional grain magnets. By 
controlling the orientation, a magnet of the same 
size as those previously used can be made half 
again as powerful. Fig. 7 illustrates the grain 
structure in an Alnico chill-cast magnet produced 
by the Carboloy Department of the General Elec- 
tric Co. 

Fundamental investigations dealing with grain 
orientation are nearly always conducted on single 
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For this purpose it is necessary to have 


crystals. 
furnaces which allow unidirectional solidification of 


the molten metal. A number of such melting fur- 
naces are in nearly constant use in the laboratory. 
The results of research conducted on materials pro- 
duced in these furnaces help guide the programs 
of others who are doing similar pilot-plant work. 

Frequently, the results in one area of investiga- 
tion greatly assist the investigations of others in 
seemingly unrelated areas. For example, the proc- 
ess of zone melting (which involves unidirectional 
solidification) can be applied to the task of mak- 
ing single crystals. Nearly all of the melting and 
casting techniques are interdependent although at 
first glance it may not appear to be so. On the 
chart (Fig. 8) are outlined most of the melting 
techniques in use in this laboratory. Some of the 
major dependences are shown by tie lines between 
methods. It can be seen at a glance that the melt- 
ing and casting techniques in use in research and 
development work are not an agglomerate of iso- 
lated techniques, but rather a single closely in- 
tegrated network. 

General Electric Co. has recognized that the sci- 
entific results in the area of materials improve- 
ment have not been reaching industries and hence 
the general public as rapidly as they should. This 
laboratory should be the initial step to open the 
bottleneck and make the findings of science avail- 
able in the shortest possible time. 
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View taken on the roof of Electrocast Steel Foundry Co. shows fan house for 
the furnace fume exhaust system at the left and the collector on the right 


There are indirect benefits from a 


FURNACE FUME COLLECTOR 


By EUGENE F. ANDERSON 
Special Engineer 
Wheelabrator Corp. 
Mishawaka, Ind. 


nace is expected to solve air pollution prob- 

lems, but a properly engineered system will 
afford certain less obvious benefits. The experience 
of Electrocast Steel Foundry Co., Cicero, Ill. is in- 
teresting in this respect. 

This company had a rather common air pollu- 
tion problem with its electric furnaces. The plant 
is located in a fairly congested area. Prevailing 
winds caused exhausted dust and fume to be dis- 
persed over the roof and plant premises. 

Management of the company investigated various 
fume collection systems. Local exhaust ventila- 
tion, employing a hood over the furnace, some kind 
of dust and fume collector, and duct work between 
the two, was selected as the most adaptable method. 

Electrocast has two electric arc furnaces, one 
operating regularly, the other serving merely as a 
standby. The size of collector was selected so that 
both furnaces could be connected to it at a future 
date. Only the operating furnace, a 7-ft-diam, 3-ton 
unit, was connected to it immediately. 

Furnace Roof Hooded—A hood was made to 
cover the entire roof of the furnace. Air from 
the room passes through it at high velocity. This 
counteracts the ambient air currents in the melt- 
ing room that tend to disperse the dust and fume 
and traps the particles before they have a chance 
to escape. The duct work carries the particle-laden 
air to the collector, which filters it through thous- 
ands of square feet of cloth, in the form of tubes. 
The dust and fume particles are trapped in the 
tubes, and the air is then so clean that it can be 


A FUME control system on a steel melting fur- 
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discharged to the atmosphere with no visible mat- 
ter in it. A “stub” was left in the duct work to 
facilitate connecting the second furnace to it in the 
future. 

A cloth-filter collector provides filtration ef- 
ficiencies ranging to 99 per cent and higher, even 
with the smallest dust and fume particles. Elec- 
tric furnace fume has a high percentage of its par- 
ticles (somewhere in the vicinity of 70 per cent) 
in the 0-5 micron diameter size range. Orlon cloth 
was recommended for the filter tubes by engineers 
of Wheelabrator Corp., Mishawaka, Ind., who de- 
signed the collector. 

It was selected because of the high tempera- 
ture of the fume-laden gases and the fact that fur- 
nace fume has small amounts of corrosive sulphur, 
nitrogen oxides, and ozone in it. Orlon cloth has 
an operating limit of 275°F, and withstands the 
above-mentioned compounds. 

The exhaust system handles approximately 12,- 
000 cfm of air. The hot gas from the furnace 
passes through 15 ft of duct work to the roof of 
the foundry, then through 140 ft of duct work to 
the collector. Radiation cooling in this duct work, 
in addition to the sufficient amount of cool tem- 
pering room air entering the hood at the furnace, 
keeps the temperature of the gases entering the 
collector in a usual range of 140° to 160°F. The 
maximum measured temperature has been 218°F. 

Each heat takes 1 hour and 45 minutes, during 
which time the collection system operates continu- 
ously. After the melt, there is a 7-minute period 
from the start of tapping until the furnace is back 
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in operation with another charge. During 3 min- 
utes of this 7-minute period, the filter tubes in the 
collector are mechanically shaken. The dust and 
fume particles trapped in them drop down into 
hoppers below, where they remain for disposal. 
Resistance to air flow across the dust-caked cloth 
at the end of a heat is around 1.6-in. water gage, as 
compared with 0.6-in. water gage across the clean 
cloth. 

Production of the foundry averages 38 to 40. 
heats a week. About 40 lb of dust is trapped from 
each 6300-lb charge of metal. Over 1500 lb of 
particles which formerly escaped to the atmos- 
phere each week is now kept under control. Elec- 
trocast has a clean stack which meets the rigid 
regulations of both the Cicero atmospheric pollu- 
tion board and those of the state of Illinois. 

Protects Bus-bar—Other benefits of the exhaust 
system include much longer life for the copper bus- 
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Left—Furnace ‘smoked like,thisshefere fume collection 
system: was Amstailed. Collection system hooding and 
ductiework@re show installed, but not in. operation 
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bars for the furnace electrodes. Electrocast’s bars 
are not water cooled, and flames formerly shooting 
up oxidized them in two to six month’s time. With 
the fume collector hood protecting them, manage- 
ment is hoping now for a life of three years. The 
electrode shoes, formerly lasting about one year, 
will last much longer. The savings of both main- 
tenance labor and the copper itself are important 
considerations. 

Furnace roofs now last longer because they can 
be kept clean. Much dust formerly settled there, 
of course, and a dust-covered roof can’t dissipate 
heat as it should. This shortens its life consid- 
erably. Whereas furnace roofs lasted from three 
to five weeks before the fume collection system was 
installed, they last 20 per cent longer now that 
they are kept dust-free. 

In addition to all this, the pouring floor is clean- 
er and working conditions are more pleasant. 
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Refining inferior metal during the melting operation is not a proper 
part of the foundryman’s business. It follows that metal to be melted 
must be selected and prepared carefully before it goes to the furnaces 


eration is not a proper part of the foundry- 

man’s business. It follows that the metal to be 
melted must be carefully selected and prepared be- 
fore it goes to the furnaces. 

Metal used by the average brass foundry consists 
of returns—usually about 60 per cent of the total 
if turnings from machined castings are returned to 
the foundry—and purchased metal—usually about 
40 per cent of the total. The proportion of pur- 
chased metal is just enough to equal the weight of 
good machined castings plus the losses experienced 
during foundry operations. Incidentally, one of the 
foundry’s important saving potentials, which will be 
discussed in a future article, lies in increasing the 
proportion of good machined castings from an 
average 40 per cent to a possible 50 or 55 per cent. 

In present practice, new metal ordinarily means 
composition ingot purchased from a _ secondary 
smelter, with minor quantities of virgin metals and 
such items as phosphor copper and other additives. 
Ingot should be purchased on specification, but the 
really important thing is to buy from a reliable 
source, one which can be depended upon to supply 
whatever is needed, promptly and accurately. 

Chemistry Sets Specifications—For the most part 
only chemical specifications are used in the pur- 
chase of ingot. Although the foundry may have to 
meet physical specifications, such as_ tensile 
strength, elongation, etc., in the production of its 
castings, it is commonly assumed that if the chem- 
ical composition of the ingot is within specified 
limits, the physical properties of the resulting cast- 
ings will be controlled by the foundry processing 
the metal. 

Ingot specifications for a considerable number of 
alloys have been established by the American So- 
ciety for Testing Materials and by other trade and 
technical associations. Three ASTM specifications 
for commonly used alloys are listed in the accom- 
panying table, in parallel with specifications for 
castings of the same nominal composition. 
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Although these ingot specifications are stand- 
ard, it is wise for the foundry to exercise a certain 
degree of flexibility in its dealings with ingot man- 
ufacturers, keeping in mind the specifications which 
the castings must meet and the conditions existing 
in the foundry itself. 

It will be seen, for example, that in Alloy 1B and 
4A, the ingot specification is intended to compen- 
sate for a possible loss of tin and zinc and a pos- 
sible pickup of lead, nickel, iron and phosphorus. 
A lead pickup in Alloy 1B is something to be 
guarded against, but a nickel pickup is highly im- 
probable. In fact, the foundryman may very well 
wish to raise the nickel to the 1 per cent per- 
mitted in the casting and should not object to get- 
ting that amount in the ingot. On the other hand, 
one should be concerned about the possibility of a 
sulphur pickup, for which the specification does 
not make adequate allowance. 

Ingot specifications serve a double purpose. First, 
they should insure that the castings to be made 
will meet the specifications required of them. Sec- 
ond, they should be such as to make certain that 
the ingot has been carefully made. A sloppy prod- 
uct is likely to give trouble in a manner which can- 
not be foreseen merely by scrutinizing the chem- 
ical analysis. It is to be remembered that the 
smelter’s refining operation centers around the 
oxidizing of undesired elements, and the foundry- 
man should make sure that this has been done 
thoroughly. 

For example, under Alloy No. 4A in the table, 
the conventional specification allows up to 0.25 per 
cent iron. It is true that this iron content in the 
ingot probably will not harm the castings, but it is 
an indication that the oxidizing operation may have 
been superficial. For this reason the writer prefers 
a top limit of 0.15 per cent iron. 

Standard specifications permit up to 0.08 per 
cent sulphur in Alloy No. 4A and 0.05 per cent 
in Alloy No. 1B. The reason for this distinction is 
not clear but, whatever the reason may be, the 
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Fig. 1—For ingot metal analysis, take 
drillings. Space the holes evenly from 
one end to other and on top and bottom 


Fig. 2—One way to identify alloys is 
by varying the shape of the sprue heads 
in the manner shown by examples below 





writer feels more comfortable if the sulphur con- 
tent in his castings is well below 0.05 per cent in 
any of the red brasses and bronzes. This in spite 
of the fact that at times sulphur as high as 0.10 or 
0.12 per cent seems to do no harm. The fact re- 
mains that at other times 0.07 or 0.08 per cent 
sulphur may be ruinous. 

With respect to variation of the principal con- 
stituents, Alloy No. 4A is not very critical. In 
particular the percentage of copper and zinc may 
vary substantially without much effect on the 
physical properties of the metal. Most recent speci- 
fications permit nickel up to 0.75 per cent to be 
substituted for a like amount of copper, but there 
seems to be no reason other than usage to limit 
nickel to so small a total. Experience has shown 
that the addition of nickel to this alloy, up to a 
total of 2 or 3 per cent or even higher, greatly im- 
proves the metal without any detrimental effects. 

Aluminum and silicon are deadly poisons in the 
red brasses and bronzes. Specifications which name 
a limit of 0.005 per cent for these elements are 
unrealistic from the standpoint of chemical analy- 
sis. For both elements the foundry should specify 
“none” and hesitatingly pass an analysis which 
lists ‘“‘trace.”’ 

Alloy No. 7A unlike Alloy 4A and 1B, is critical 
in the proportions of copper and zinc. Minor con- 
stituents such as iron, aluminum and manganese 
are also important, and care must be taken to see 
that all are in line if the desired physical properties 
are to be attained. 

These are matters which will be discussed in 
more detail under the headings “Variety of Alloys” 
and “Influence of Impurities.’’ They are mentioned 
here because they have a bearing on the policy to 
be followed in dealing with high specifications. 

Analyzing the Metal—The analysis of metal is 
a function of the chemical laboratory and there 
will be no attempt here to discuss methods of chem- 
ical analysis. However, it is the foundry’s job to 
provide the laboratory with samples truly repre- 
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sentative of each lot of ingot. The ingot maker 
should deliver each heat of ingot separately and 
from each heat sample ingot should be selected at 
random, one for each 5000 lb included in the heat, 
or in any case not less than a total of five from 
any shipment. Drillings are then taken from each 
ingot from holes spaced evenly from one end of the 
ingot to the other, part from the top and part 
from the bottom of the ingot, depending upon its 
shape. See Fig. 1. 

The holes should be staggered and should pene- 
trate approximately half through the ingot. The 
complete sample of drillings may be delivered to 
the laboratory, or a more wieldy sample may be 
obtained by quartering in accordance with instruc- 
tions from the laboratory. 

The above is an example of an adequate sam- 
pling method. Other methods are sometimes used 
as agreed upon between buyer and seller. 

A difference of opinion exists as to the relative 
merits of “rough-top” and ‘“smooth-top” ingot. 
Proponents of the smooth-top variety argue that 
since the rough oxidized crust has been removed 
from the exposed surface of the ingot, the buyer is 
paying for nothing but good metal. Also the ingot 
looks better and its quality can more readily be 
observed. On the other hand, it is said that cop- 
per oxide is often employed in foundry melting 
and is a rather expensive item. The rough-top ingot 
carries with it its own copper oxide at less cost. 
Actually the writer could never discover that there 
was much to choose between the two varieties. The 
decision can safely be left to individual preference 
and no harm done. 

There is little to be learned from the outside 
appearance of an ingot or from its fracture, aside 
from the characteristic smooth and silvery surface 
areas which result from aluminum or silicon con- 
tamination. Gas holes or dendritic crystals which 
may mar the ingot fracture are not necessarily an 
indication that similar defects will be found in 
the casting. 
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In cases where the foundry must meet unusually 
exacting requirements, it is wise to make doubly 
sure that the ingot to be used is of top quality. 
This can be done by making sample melts and 
pouring test bars or test castings under controlled 
conditions. The test bars should show physical 
properties 30 per cent or more higher than the 
usual minimum specifications for the alloy in 
question. 

Foundry Returns—A large proportion of the 
metal to be melted will consist of foundry returns, 
including sprues, gates, risers and castings which 
have been found defective in the cleaning room. 
Most of this material will carry with it some ad- 
hering molding sand and possibly a few cores in 
the scrap castings. Some authorities have gone on 
record as saying that the removal of this sand be- 
fore melting is essential. Actually it is desirable 
rather than essential. No serious harm will re- 
sult if sand goes into the furnace along with the 
metal. Unless the proportion of sand is exces- 
sive, its only effect will be to increase the fuel con- 
sumption — very slightly—-and to increase the 
amount of slag which will either adhere to the 
furnace lining or crucible wall, or require skimming 
from the metal before pouring into molds. 


The furnace lining or crucible will deteriorate 
somewhat more rapidly if the slag is excessive. 
All of those add up to a small but appreciable ex- 
pense. On the other hand, it costs something to 
clean metal before melting. The foundryman will 
do well to compare these costs as they apply to his 
own particular case and be governed accordingly. 
If he can manage to blast his gates and sprues be- 
fore melting at a sufficiently low cost, he may 
save a little money and, at any rate, will have a 
neater, cleaner operation. 

If the foundry handles several alloys—and what 
brass foundry doesn’t—it is of the utmost im- 
portance to keep the foundry returns from getting 
mixed. When the difference in value amounts to 
5 or 10 cents per pound, degradation of the more 
costly alloy becomes a serious matter. One pre- 
caution is to have an alloy number worked on the 
pattern where it will show on the runner. Another 
scheme is to identify the alloy by varying the 
shape of the sprue head. One such arrangement 
is illustrated in Fig. 2. No matter what plan is 
used, nothing will take the place of close, con- 
scientious supervision of metal storage. Anything 
less will cause trouble. 

Scrap castings from the machine shop should 





Fig. 3—If a foundry handles several alloys, as most do, it is of the 
utmost importance to keep foundry returns from getting mixed. Degra- 
dation of costly alloys is expensive enough to become a serious matter 
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Specifications for Three Alloy Ingots and Castings 


No, 1B 


No. 4A 


B 30-54 B 143-52 B30-54 
Ingot Castings 83-83-04 Ingot 
86.0-89.0 86.0-89.0 84.0-86.0 
. %7.75-9.0 7.5-9.0 4.25-6.00 
EEE SS oan Cap hee aay 0.25 max 0.30 max 4.0-5.75 
3.5-5.0 3.0-5.0 4.5-6.00 
0.75 max 1.0 max 0.75 max 
gs an Rho tia xine we meee 0.10 max 0.15 max 0.25 max 
Cues es yee ane eeks 0.25 max cit wwnus 0.25 max 
0.05 max 0.08 max 
Suse eee nes eee esas none wae wice none 
Oe ee rn 0.003 max 
0.05 max 0.03 max 


0.03 max 


be examined to detect those which contain parts 
of broken tools. These should be put aside for 
special handling. If pieces of iron or steel are al- 
lowed to get into the foundry melt the result 
will be iron spots in the castings, causing excessive 
tool wear, broken tungsten carbide tips and high 
blood pressure in machine shop supervision. 

Castings carrying appreciable amounts of oil 
or grease should be cleaned before delivery to the 
foundry just as carefully as though they were to be 
delivered to a customer. Contamination of this sort 
can cause the foundry a great deal of trouble. 

Captive foundries invariably are expected to use 
in their melt machine turnings derived from their 
castings; the same is commonly true in the case 
of jobbing foundries. Sometimes screw machine 
turnings and clippings from rod and sheet brass are 
also included. The important thing to remember 
here is that such material must be clean. Orange 
peel, banana skins and snuff boxes are not wanted 
in the foundry melt and should properly be re- 
moved before turnings reach the foundry. Other- 
wise a screening operation is advisable. 

Keep It Dry—Turnings wet with cutting oil or 
soap water should not be charged into any melt- 
ing furnace. In certain furnace types wet turnings 
will inevitably make the metal unfit for use in 
castings. At best, oil will interfere with efficient 
melting of the turnings. The first step in making 
wet turnings fit for foundry use is to put them 
through a centrifugal separator. This should reduce 
the oil content to about 2 per cent. The residual oil 
should then be removed in some type of dryer. The 
dried turnings should be passed through a mag- 
netic separator to remove all free iron. Turnings 
thus processed are excellent material for melting. 
Under favorable conditions, they are equivalent, 
pound for pound, to purchased ingot. However, 
while some furnaces will handle loose turnings, 
others will not do so efficiently. In the latter case 
a briquetting operation is advisable. Similarly, clip- 
pings should be cabbaged. Otherwise, they are too 
bulky for convenient use in any furnace. 

Equipment is available in which turnings can be 
dried efficiently and then passed over a magnetic 
pulley so that the two operations are combined at 
a considerable economy in labor. Hoods and good 
ventilation must be provided wherever hot turnings 
of an alloy containing lead are being handled. The 
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B 62-52 No. 7A B 147-52 


85-5-5-5 B30-54 Mn-Br Sand 
Castings Ingot Castings 7A 
84.0-86.0 56.0-62.0 56.0-62.0 
4.0-6.0 0.5-1.0 1.50 max 
4.0-6.0 0.5-1.0 0.5-1.50 
4.0-6.0 remainder remainder 
1.0 max 0.50 max chao wes 
0.30 max 0.75-1.5 2.0 max 
eaenies 0.25-1.0 1.5 max 
0.05 max we ae ee 
is ea 0.10-0.50 1.5 max 


danger of lead poisoning seems to be greater in an 
operation of this kind than at any other point in 
the foundry. 

It is important that oil and cutting compounds 
be “boiled off” rather than “burned off.” In other 
words, a reducing atmosphere in the dryer is es- 
sential. Otherwise each particle of metal becomes 
covered with a tightly-adhering film of oxide. The 
oxide not only represents a substantial metal loss 
but also acts as an insulating coating which makes 
it very difficult to melt the turnings later on in 
the foundry furnace. Turnings should appear bright 
as they leave the dryer. Any piece of paper or 
sliver of wood which happens to be mixed with the 
turnings should not be consumed in the dryer but 
should come out as charcoal. 

Dried turnings, and in fact all metal ready for 
delivery to the furnaces, should be stored in a 
dry place. If they happen to become wet they 
should be dried before use. 

Even when a reducing atmosphere is used, any 
method of drying by heat is bound to result in 
some oxidation. Other methods have been suggested 
but none is known to be in commercial use. Wash- 
ing oily turnings with an alkaline solution has to 
be followed by a rinse and a drying operation. A 
more promising idea is to clean the turnings with 
an organic solvent, just as small screw-machine 
parts are commonly cleaned. If not too expensive, 
this method would offer some advantage and should 
be entirely practical. 

Spillings from the pouring floor, pieces of metal 
in waste foundry sand, metal trapped in skimmings 
and ladle scourings cannot ordinarily be used di- 
rectly in the foundry melt because they are likely 
to be of mixed composition. They can be prepared 
for foundry use by a concentrating operation fol- 
lowed by melting and chemical analysis. The 
composition is then modified to conform with a 
desired specification by suitable additions of new 
metals in the foundry melt. Large foundries may 
find it profitable to follow this practice but smaller 
establishments will usually prefer to sell their 
waste materials to a smelter. Even so it is profit- 
able to concentrate low-grade materials before sell- 
ing. Equipment manufacturers offer a variety of 
equipment for this purpose. This and other mat- 
ters pertaining to salvage will be discussed in a 
subsequent article. 
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Production and Quality Raised by 


AUTOMATED 
SAND SYSTEM 


One of the real opportunities for upgrading castings today lies in im- 
proving sand formulation and control. This article describes an auto- 
mated sand formulation, processing, handling and distributing system 





By I. H. RICHARDSON 
President 
Richardson Scale Co. 
Clifton, N. J. 
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Formulating is regulated from control panel. 
operations for skip hoist and No. 2 muller. 
for different materials. 


automation in the foundry industry today. 

First, for competitive reasons there is strong 
feeling that production per man has to be increased 
substantially. Second, there is a great need to 
standardize and improve the quality of foundry 
products. 

Although it is not always so credited, automation 
stands just as much for improved quality as in- 
creased production. Mechanization, strictly speak- 
ing, will perform the latter function. But automa- 
tion, by virtually eliminating the need for human 
intervention, will do much more—particularly when 
it comes to upgrading a product or process. 

One of the real opportunities for upgrading cast- 
ing today is in improving sand formulations and 
control. Many foundries are giving this matter 
serious thought, as recently publicized national 
symposiums attest. General Electric Co. has set up 
what is probably today the most automated sand 
formulation, processing, handling and distributing 
operation in the country. 

Chief accomplishment in this $200,000 propor- 
tioning installation at Everett, Mass., has been the 
placing of sand formulation under rigid control 
where formerly difficulty in control existed. GE 
has also been able to boost its production per man 
on sand preparation by 800 per cent. This is the 
story of how it was done: 

The Old System—At Everett, GE makes steel 
castings weighing from 5 to 36,000 lb. Under its 


| distinct attitudes are spurring the trend to 
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Lights at left indicate sequence of 
Selector knobs are marked 1 through 8 
Lights on top of them indicate progress of weighing cycle 


former system of formulating core sand mixes, 
three mullers were operating steadily—one on a 
two-shift basis (19 hr per day) and the other two 
for one-shift. 

A typical batch averaged less than 1000 Ib. 
Two operators loaded and tended each muller. Skip 
hoists feeding the mullers were filled manually 
with required quantities of sand, binders, silica 
flour and wood flour. These ingredients were 
added by the bag or shovel; measurements were 
controlled by personal count and by marks on the 
skip hoist. 

Green sand was made up by feeding ingredients 
via interlocking conveyors to a central collecting 
area, the proportions of the mix being controlled 
by the speed of the conveyors. This sand was 
stored on the foundry floor. 

The New Setup—In its new formulating system, 
ingredients are automatically weighed out, then 
conveyed to the mullers. Batches are discharged 
from the mullers and distributed to storage hop- 
pers. The entire handling, processing and distribu- 
ting system is controlled by one operator at a 
panel board. 

GE makes up a variety of sand mixtures using 
cereal, bentonite, dry resin, silica flour, washed 
reclaimed sand, shakeout sand and new sand. In 
this batch proportioning system, eight automatic 
scales are at work. 

In making up a formula, individual scales dis- 
charge make-up ingredients onto a rubber belt con- 
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In new shakeout system, sand from molds falls 
through grid into surge hopper and is reclaimed 


veyor. The material is collected and fed alter- 
nately to two mullers. Measured quantities of water 
and core oil are automatically injected to the mix 
in the mullers, according to the demands of the 
formula. 

Practically all used sand is reclaimed. Shakeout 
now takes place in a three-sided compartment, from 
the top of which parallel streams of water are 
ejected. Sand forced out of the flask drops through 
a grid, and is put through a reclamation process. 
About 20 per cent of the castings are cleaned by 
high-pressure water blast, and this sand too is proc- 
essed and reclaimed. The other 80 per cent of the 
castings are pressure-blasted by a process that 
uses a continuous-type abrasive tank. 

Advantages of New Over Old—1. Increased Ca- 
pacity: The two mullers now operating on one 
shift can do as much work as the three mullers, 
operating intermittently on two shifts, formerly 
did. The new mullers have a 2000-lb capacity, 
about twice that of the old ones. The automatic 
proportioning system can feed weighed ingredients 
to these mullers every 60 sec. Right now, GE 
turns out about 150 prepared sand batches in a 
typical 8-hr working day. At times, however, out- 
put goes as high as 200 batches. 

2. Greater Flexibility: Formulas can be changed 
as often as every five minutes, if needed. 

3. Labor Savings: With the aid of conveyors and 
the new proportioning system, one man does what 
nine ‘equivalent’ men formerly did. In addition, 
this operator has time to clean the mullers, reload 
the binder and sand bins, and run some routine 
sand tests. There are also considerable savings 
in the new shakeout and sand reclaiming system. 

4. Better Quality Control: Mixtures are checked 
daily in the plant laboratory. GE has been able to 
set up quality control over the formulation of 
molding and core sand mixtures. 

5. Material Savings: As a result of the sand re- 
clamation system, the foundry is buying half the 
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Checking the silica-flour scale. Others are in 
background. All the scales are arranged in-line 


amount of sand it formerly did. 

6. Less Waste: With the manual formulating 
system, mixes contained ingredients that frequent- 
ly varied from required weight by as much as 20 
per cent. Often these weights were on the high 
side, as operators would tend to add a little extra 
rather than be underweight, particularly when an 
essential ingredient was in question. When mixes 
were so far off that a batch had to be rejected, of 
course, there was an additional waste. 

7. Easy Maintenance: Over 200,000 batches of 
mixed sand have been made up since operations 
began. The only repairs to the batch proportioning 
system have been minor electrical ones. Mainte- 
nance is of a routine variety, and is performed by 
the scale-room operator and the plant maintenance 
department. Except for that, a service man checks 
the scales every six months for performance and 
accuracy. 

How Mixes Are Prepared and Distributed—1. 
Selecting Ingredients: Operator first goes to the 
panel control board, selects the ingrecients going 
into the mix, and gets the system ready for opera- 
tion. He next goes to the scales that are situated 
in-line above the collecting conveyor. Each of the 
eight scales is numbered, and the ingredient 
being handled is noted on each unit. 

The operator adjusts each automatic scale to 
deliver the prescribed weight by moving the poise 
on the scale’s weigh beam. He also selects his ad- 
ditions of liquid ingredients by setting appropriate 
meters. 

2. Weighing Them Out: After weights have been 
selected, the operator chooses the number of 
batches to be made up by setting a counter on the 
control board. On signal from the control board, 
feeding to the scales commences. 

Seales discharge their materials simultaneously 
to the collecting conveyor. Progress of the weigh- 
ing cycle is indicated by colored lights on the con- 
trol board. Appropriately, the feeding, weighing, 
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and discharging cycle is repeated automatically 
until the required number of batches has been 
prepared. If required, the operation may be con- 
trolled step by step from the control board. 

3. Conveying to Mullers: Material discharging 
from the scales is sent by the collecting conveyor 
via a swivel spout to one of two skip hoists. 

4. Mixing: Batches of core and molding sand are 
mixed in 2000-lb mullers. The two mullers in serv- 
ice are employed alternately. Mixed batches are 
discharged into a surge tank. During a mixing 
cycle, water or core oil is injected into the mullers 
automatically. If liquid feeding should fail, an 
alarm sounds at the control board. 

5. Conveying to Storage: After mixing, sand is 
distributed to storage. The operation is controlled 
from a separate panel located in the scale room 
alongside the main control panel. This panel 
controls the operation of the belt-distribution sys- 
tem and the plows located above the various belts. 
Controls consist of operational indicator lights and 
a 16-position plow set. 

Different materials have to be handled in dif- 
ferent ways. In fact, accurate weighing is as much 
a materials handling problem as it is anything 
else. Ingredients for the mixes are fed to the auto- 
matic scales and weighed according to their han- 
dling characteristics and the relative quantities 
demanded by the process. 

Thus, wood flour which is a highly pulverized, 
lightweight material, is screw-fed from storage hop- 
per to a scale. It drops onto a belt feeder that is 
an integral part of the scale. From this scale 
the wood flour is discharged onto the collector 
conveyor in quantities weighing from 20 to 80 lb. 
A vibrator mounted on the weigh hopper is se- 
quenced with the operation of the scale. 

Silica flour, also a highly pulverized material, 
is required in amounts weighing from 75 to 500 
lb. It is handled by a scale, and is fed from alter- 
nate storage bins by screw feeder. 


Operator adjusting scale sets sliding poise on 
bentonite scale weigh beam to deliver required 
weight. Weigh-beam box houses other equipment 
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Cereal and bentonite are fine-grained bulky ma- 
terials that are needed in 10 to 60-lb lots. These 
materials are fed from storage to scale by a screw 
feeder. 

The three sands—new, reclaimed and shakeout— 
are coarse-grained bulky materials that are rel- 
atively easy to handle. However, they are used in 
large amounts. Reclaimed and shakeout sand, for 
instance, are required in quantities from 500 to 
2000 lb. The problem of handling them was worked 
out by dropping each material directly from stor- 
age hopper to belt-fed automatic heavyweight 
scales. 

Features of all scales include dust-tight housing, 
accuracy of 14 of 1 per cent of all material weighed, 
and electrical wiring in accordance with NEMA 
standards. 

How Mistakes Are Prevented—Scales cannot 
begin a weighing unless there is ample material 
ahead for all to complete the cycle. 

Scales cannot be discharged unless all weighings 
are in tolerance, the collector conveyor is running, 
the swivel spout to the selected skip hoist has 
automatically positioned itself, and the selected 
skip hoist is in place. 

The skip hoist cannot be raised to its muller 
unless all scales register an ‘empty balance,’”’ in- 
dicating complete discharge; also unless all ma- 
terials have been received by the skip hoist, and 
water has been injected to the muller. 

The muller batch will be rejected automatically 
unless the core oil has been added at the correct 
time and in the proper amount. 

The finished batch can be passed to process only 
if every mechanical and electrical function has been 
exactly as specified; otherwise it will be auto- 
matically plowed off the final conveyor and sent 
to the reject bin. 

This batch proportioning system was designed 
and built for GE by Richardson Scale Co., Clifton, 
| as 


These hoppers are located on the molding floor 
and are filled from an overhead belt conveyor. 
Plows controlled from scale room direct sand 















Study of available data on cupola melting operations indicates 


the variations in carbon and silicon content . . . Porosity in iron 
castings appears sporadically through the heat . . . Sand for brass 


molding . . . Discoloration on bronze . . 
. . Using steel scrap 


with inserts . 


Composition of Iron Varies 


PQUESTION) With regard to an inves- 


tigation of cast iron composition we 
now are conducting, our work has 
led us to some of the variations which 
are encountered in the day to day 
operation of the cupola. In that con- 
nection we wonder whether you can 
supply us with any information on 
what could be expected as normal 
variation of total carbon, silicon, 
manganese, phosphorus and sulphur 
in a day’s operation of the cupola as- 
suming that charging was being done 
in a manner to maintain a relatively 
constant composition. 


While it is well known 


that there are variations in the vari- 
ous elements in cupola melted gray 
irons during the day’s operation, lit- 
tle is available in the literature on 
what those are or might be. Trans- 
actions of the American Foundry- 
men’s Society, 1949, page 178, gives 
analysis taken every half hour on two 
heats from cupolas supplying metal 
to air furnaces for production of 
malleable iron. In the first the TC 
ranges from 2.44 to 2.93 per cent, 
the Si from 0.84 to 2.43 per cent, and 
the Mn from 0.40 to 0.65. In the 
other TC ranges from 2.48 to 2.79 
per cent, the Si from 1.26 to 2.02 per 
cent, and the Mn from 0.48 to 0.65 
per cent. 

Examination of the first heat, 
which has a variation of 0.49 per cent 
TC, shows that over 84 per cent of 
the analyses were in the range 2.60 
to 2.78 per cent TC. Also a consider- 
ation of the Si range indicates a vari- 
ation of 1.59 per cent from high to 
low, but 45.6 per cent of the analyses 
were in the range 1.10 to 1.50 per 
cent Si, and 54 per cent in the range 
1.20 to 1.60 per cent Si. 

Privilege of examining some data 
gathered from a number of well op- 
erated foundries using excellent con- 
trol with TC ranging from 3 to 3.78 
per cent indicates TC variations from 
0.20 to 0.36 per cent. Of those, one 
foundry had over 95 per cent of the 
analyses in the range 3.20 to 3.40 
per cent, and another 88.7 per cent 
in the range 3.50 to 3.70 per cent TC. 
Silicon in the irons ranged from 1.52 
to 2.46 per cent, and the variation 


. Trouble is encountered 


from 0.20 to 0.65 per cent. Study of 
the data from one of the foundries 
showed 80 per cent of the Si analyses 
in the range 1.82 to 2.10 per cent 
while another showed 80 per cent in 
the range 1.60 to 1.80 per cent Si. 
While we do not have definite in- 
formation it appears that the phos- 
phorus variations in those charging 
around 0.35 per cent, will be plus or 
minus 0.05 per cent. Sulphur may 
run from 0.10 to 0.14 per cent in me- 
dium strength irons and 0.08 to 0.12 
per cent, and manganese may vary 
from 0.55 to 0.75 per cent depending 
on whether or not high manganese- 
bearing material is being charged. 
It should be pointed out that un- 
doubtedly the types of raw materials 
charged will have a bearing on the 
variations encountered in melting. 
Hence, the variations occurring in 
one foundry will not necessarily be 
applicable to another. It also seems 
that the forehearth does not provide 
uniform analyses although it undoubt- 
edly does eliminate any wide swings. 


Has Trouble With Gassy Metal 
| QUESTION } Lately we have been hav- 


ing considerable trouble with porosity 
in our gray iron castings which seems 
to come and go throughout the heat. 
Pouring temperature is 2700 to 2800° 
F and the cupola seems to be operat- 
ing all right. Our charges, 80 per 
cent scrap, are motor blocks with the 
crankshafts removed and No. 1 ma- 
chinery scrap. We are sending you 
specimen pieces to indicate’ the 
trouble. 


Samples show numerous 
small holes just under the surface, 


and due to their bright shiny interiors 
are believed to be the result of gas 
pick up by the iron. Gassy iron may 
be caused by moist or damp ladles 
or cupola spouts, nonferrous metals 
in the charge, or faulty cupola opera- 
tion. Damp ladle linings will cause 
the trouble, but after the second or 
third filling they are dried out and 
the difficulty eliminated. Since you 
state the trouble comes and goes, that 
may not be the cause unless new 
ladles are being introduced from time 


to time. Presence of nonferrous met- 
als might be a possibility but not too 
likely since you mention the crank- 
shafts are removed from the blocks 
and probably the pistons also. Amount 
of bearing metal, mainly a copper- 
lead alloy, probably is too small to 
cause any trouble. 

We suspect that the trouble lies 
in the cupola. Probably the cylinder 
blocks from time to time are thrown 
in carelessly so that an extremely 
open charge results, and the bed 
burns away sufficiently to permit 
some oxidation to occur. On follow- 
ing charges the bed would build up 
properly, and the troublemaking con- 
dition would be eliminated. 


Wants Sand for Brass Molding 
| QUESTION} In our foundry in the 


Northwest we are having trouble 
with suitable sand for production of 
brass machinery castings. Naturally 
bonded sands from this area as well 
as those from the East seem to lack 
strength and permeability, tend to 
burn on, etc. We would like to use 
silica sand such as employed in cores 
or shell molding and air ram it like 
in steel molding. How could we keep 
up the strength in the heap? What 
kind of a wash should we use for 
skin dried molds? 


If the sands you have 
been using give the trouble you indi- 


cate, it looks as though proper atten- 
tion has not been given to see that 
the sand is kept in the proper condi- 
tion. Possibly the sands have been 
in use so long that they are loaded 
with fines, and it might be worth- 
while to give them the heave ho, and 
Start with new sand. Again you 
might try on a small scale, that is 
using batches of a few hundred 
pounds, some experiments to see 
whether the addition of bonding clay 
or southern bentonite would put the 
sand back in working order. 

As you undoubtedly know, sands 
suitable in one foundry will not nec- 
essarily be satisfactory in another due 
to variations in foundry practice. 
Fine sands will give smooth surfaces, 
but they, lack permeability. Hence, 
one has to compromise between the 
two characteristics and use a sand 
which will provide a good surface, 
and not cause blows. Therefore, you 
will have to do some experimenting 
to determine the most suitable sand 
for your line of work since there is 
no royal road to that end. 

Consequently, it is possible as you 
indicate to make a synthetic or blend- 
ed sand to meet your requirements, 
but it cannot be done in a day. One 
foundry for example, is using a gen- 
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eral purpose sand without facing for 
producing nonferrous castings up to 
500 lb in weight. The sand has an 
average AFS fineness of 160 to 170. 
Base silica sand is a 5-screen type 
with 50 per cent on the No. 140 and 
200 mesh screens. While details of 
the bonding material are not avail- 
able, it appears that it is a mixture 
of southern and western bentonites, 
and possibly some clay. As you prob- 
ably are aware, bonding power of 
the western and southern bentonites 
is much greater than for clay, and 
considerably less is used in formulat- 
ing the sand mix. Since less bond is 
employed, the water content is con- 
siderably lower than with clay bonded 
sand. 

Your reference to a wash or coat- 
ing for skin dried molds indicates 
those for large castings, and a com- 
mon jpractice is to use graphite or 
other carbonaceous material usually 
with a small amount of clay or other 
adhesive to hold it in place. Some 
times the mold faces are just sprayed 
with lignin (sulphite pitch) or mo- 
lasses water. A wide variety of suit- 
able coatings are on the market, and 
we suggest that you use one of those 
rather than to try to make up your 
own, 


Bronze Surface Is Discolored 
LQUESTION ] Please advise us if it is 


possible to obtain a surface free of 
oxide in bronze castings. Phosphor 
bronze proves a little too hard for 
our purposes. Any information on 
this problem will be appreciated. 


So far as we know an ox- 
ide coating of some type is present 
on all metals and alloys, but you 
probably refer to surfaces which in- 
stead of showing a uniform reddish 
color contain dark discolored areas. 
These discolorations can be removed 
by acid dipping or pickling or by 
abrasive blasting with sand or cop- 
per shot. Latter procedure is pref- 
erable since no metal is removed in 
the process and a bright smooth sur- 
face is obtained. Sand usually leaves 
a matte finish. 

A variety of acid dipping solutions 
are used, but we believe you will ob- 
tain satisfactory results by using a 
solution composed of 12 oz of sul- 
phuric acid and 4 0z of sodium di- 
chromate in a gallon of water. Lead- 
lined or ceramic tanks or containers 
should be used for the acid. Always 
pour the acid slowly into the water, 
not the opposite. Since the solution 
will cause burns, see that the opera- 
tors use rubber gloves, aprons and 
goggles as a safety measure. After 
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dipping, castings are rinsed first in 
cold, running water, then in hot water 
containing from \% to 1 oz of soap 
per gallon. Hot water aids drying, 
and the soap film prevents tarnishing. 

It is difficult to suggest an alloy 
for the work you are doing since you 
do not mention its application. One 
alloy widely used for valves and fit- 
tings and numerous other castings 
is that containing 85 per cent copper, 
and 5 per cent each of tin, lead 
and zinc. It is easy to handle in 
the foundry and might serve your 
purpose. Possibly the 88 per cent Cu, 
6% per cent Sn, 1% per cent 
Pb, and 4 per cent Zn alloy commonly 
referred to as Navy M or the Navy 
G, containing 88 per cent Cu, 8 per 
cent Sn and 4 per cent Zn, might be 
used. 


Blows Caused by Steel Insert 
Crain We are making some vise 


screws which consist of a cast gray 
iron head 3 in. in diam and about 4 
in. long in which we cast-in steel 
rods about %-in. in diam. The head 
part is turned and polished. Difficult- 
ty we have is that the steel rod 
causes blows resulting in small holes 
near the surface. While these do not 
weaken the casting, it does prevent 
proper finishing. We have tried dip- 
ping the ends of the steel rods in 
various solutions but nothing has 
proved satisfactory. Can you offer 
any suggestions ? 


OEMs Primary cause of blowing 


from metal inserts placed in casting 
cavities to be surrounded with molten 
metal is lack of cleanliness. By that 
is meant freedom from oxide, scale, 
rust, dirt, grease, oil, etc., since they 
usually create gases when the molten 
metal comes in contact with them. 
Therefore, it is advisable to abrasive 
blast that portion of the insert which 
will be covered with molten metal 
so that the area is clean. 

Secondary cause is condensation of 
moisture on the insert which occurs 
When the insert is colder than the 
sand. Therefore to eliminate that 
possibility it may be worthwhile to 
warm the clean inserts at least up to 
the temperature of the molding sand 
before placing in the mold. <A good 
plan is to place them in an oven after 
abrasive blasting, and leave them 
there until they are to be used. Also 
the inserts should not be allowed to 
lie in closed molds for lengthy periods 
before pouring. If there is consid- 
erable lapse between placing and 
pouring, it is better to leave the 
molds open—closing just before pour- 
ing. 

We assume that the holes you men- 


tion are in the vicinity of the rod, 
but, if they are elsewhere also, the 
trouble may arise from the mold be- 
ing rammed too hard or from the 
sand being on the wet side. Either 
of those may not be sufficient to 
cause extensive blowing, but could 
result in a slight boiling action or 
agitation. 


Use a Small Amount of Steel 


SES We are in possession 
of a large quantity of steel scrap in 
the form of pliers, screwdrivers, 
etc., which we would like to melt 
down to destroy their identity. We 
have acupola lined to 21 in., and would 
like to know if the temperature at- 
tained would permit melting and cast- 
ing the resulting metal into pigs. 
However, we also manufacture a line 
of gray iron decorative castings in 
which cast steel would not be objec- 
tional in the end product. Could that 
be accomplished, and considering the 
carbon pick up, what would be the 
identity of the steel after melting 
with coke? 


Steel scrap melted in the 


cupola loses its identity as steel due 
to the large pick up of carbon, and be- 
comes cast iron. However, unless sili- 
con-bearing material such as pig iron, 
ferrosilicon, gray iron scrap, etc., is 
melted with the steel scrap, the iron 
over the spout will have a white frac- 
ture. Steel scrap is used commonly 
in many foundries as a part of the 
cupola charge, and you should have 
no difficulty in doing the same. 

You also could as you mention, 
melt down all steel charges and pour 
into pigs. In doing that it would be 
necessary to increase the bed height 
of the cupola by several inches as 
well as increase the coke splits be- 
tween charges by a few pounds to 
provide carbon for pick up. Also we 
believe it would be advisable to use 
some gray iron scrap as part of the 
charge due to the small size of the 
steel scrap. Again such pig would 
show a white fracture unless ferro- 
silicon or silvery pig iron in sufficient 
quantity was added to give a gray 
fracture. However, such white frac- 
ture pig could be remelted with the 
silicon additions made at that time. 

We believe you can use the scrap 
in your present charges in small 
amounts of 5 to 10 per cent without 
trouble. We assume your mention of 
gray iron decorative castings means 
what usually is termed a “soft” iron 
and while the steel additions sug- 
gested will tend to produce iron that 
is a little harder, it should not result 
in any white or chilled sections un- 
less they are thin. If that does occur 
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then silicon additions will have to be 
made. 

Why not try a charge containing 
steel scrap as the last of the heat, 
and pour it into the castings? Frac- 
ture a few of those, especially where 
the thinnest sections occur. That will 
indicate what you can expect, and 
you can make adjustments accord- 
ingly. Of course, with suitable silicon 
additions you can increase the steel 
scrap accordingly. 


Thin Sections Are Too Hard 


We are having trouble 
with some thin sections we are mak- 
ing in gray iron becoming so hard 
that we cannot drill them. Our mix- 
ture is designed to take care of our 
general run of castings, but some 
times we have a few thin ones. Can 
you suggest a material which can be 
added in the ladle which will facili- 
tate production of the occasional 
thin castings? 


Difficulty with thin sec- 


tions being too hard to drill can be 
overcome by addition of suitable 
amounts of powdered ferrosilicon or 
other graphitizing agents. A num- 
ber of these products are available 
on the market, and names and ad- 
dresses of producers may be found 
in the advertising pages. Amount of 
the agent to be added will depend 
largely upon the silicon content of 
the iron over the spout. If, for ex- 
ample, it contains 2 per cent, and the 
thin section is about 1% in., the iron 
should run about 2.50 per cent silicon. 
Hence, the difference of 0.50 per cent 
will have to be made up in the ladle. 
Amount of ferrosilicon required will 
depend on its composition. If it is 
the 80 per cent variety, then about 
10 oz should be added per 100 lb of 
iron. Proper amounts of other graphi- 
tizing agents can be determined by 
following the manufacturers’ recom- 
mendations. 


Small Furnace Does Not Work 


We tried to make a small 
open-fire furnace, using propane gas 
as fuel, for melting small amounts 


of copper, but out of 10 lb of copper 


we obtained only 2 lb meial and 8 lb 
slag. Can you tell us how to get 
more heat from the fuel and what 
mixture of propane gas and air would 
be needed to melt 50 lb of copper per 
hour? 


Poeaaee Without any definite in- 
formation on the type of furnace, we 
assume that the flame impinges on 
or passes just above the metal being 
melted. Although such furnaces are 
used commercially, we do not believe 
they are practical on a small scale, 
and we suspect the difficulty lies in 
the burner and combustion tunnel de- 
sign, which permits generation of 
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most of the heat outside the furnace. 

Propane is a high Btu content fuel 
containing around 2500 Btu _ per 
cu ft. On the basis of figures 
available for natural gas, it would 
require about 52 cu ft of propane to 
melt 50 lb of copper. Propane needs 
a large volume of air for complete 
combustion or about 23.4 volumes 
per volume of gas. In practice an 
excess of 15 per cent of air is re- 
quired so that about 1400 cu ft of 
air would be needed for the 52 cu ft 
of gas. 

In our opinion you would be ahead 
by buying a crucible furnace. Of 
course, you could construct your own, 
but for reasonable melting efficiency, 
you would have to experiment with 
burner and combustion tunnel so that 
most of the heat generated would be 
delivered around the lower portion of 
the crucible, not some place else. 
If the tunnel is too long, the heat 
tends to stay in the tunnel; and if it 
is too short, the heat goes out the 
top of the furnace. 


Cement-bonded Permanent Mold 
HQUESTION ] Can you give us any in- 


formation on making permanent 
cement molds for use in the produc- 
tion of bronze castings such as water 
faucets ? 


RUCHED Although from time to 


time reference has been made in the 
literature to the use of cement-bond- 
ed sand in making permanent or 
semipermanent molds, we do not be- 
lieve that it is practiced to any ex- 
tent. Cement-sand molds are being 
used commercially for production of 
large castings, but they are used only 
once. In that practice, clay-free silica 
sand is mixed with 13 per cent ce- 
ment by weight and 7 per cent mois- 
ture. The cement is a high alumina 
type known as “high early strength.” 
After sand has been rammed around 
the pattern, it is allowed to air set 
or harden for several hours, and then 
the mold is removed from the pattern. 
Temporary flasks are used since it 
is hard to remove the finally hard- 
ened cement from them, They usually 
are taken off when the mold is re- 
moved from the pattern. Mold is al- 
lowed to set for 72 hours and then 
is ready for pouring. 

It seems to us that if you are in- 
terested in making ceramic molds, it 
would be wiser to try ethyl silicate 
as the bond instead of cement. Fine 
silica sand or some other refractory 
could be used as the base. The sili- 
cate is hydrolized to provide a work- 
able aqueous solution; directions for 
that process can be secured from the 
manufacturers. Sand mixed with the 
silicate is placed on the pattern in a 
suitable flask and vibrated into place 


to secure close contact. It is al- 
lowed to air set or harden for about 
1% hours and the flask is rolled over. 
Then the other half mold is made by 
the same procedure. When hardened, 
the cope mold is removed and the 
pattern taken from the drag mold. 
Both molds are placed in an oven or 
furnace and the temperature gradu- 
ally increased to around 1300° F. 
Mold is allowed to cool and then used 
like a metal mold. Since the hydro- 
lyzed silicate solution contains alco- 
hol, the oven or furnace should be 
ventilated suitably, at least in the 
early stages of baking. Previous to 
baking, the mold could be ignited 
with a torch in the open, and much 
of the alcohol burned off. 

Prior to casting, the molds should 
be heated, just like metal molds, and 
it also is advisable to protect the 
mold faces with a wash containing 
graphite, placed while the mold is 
hot. Operating temperature may be in 
the range of 600 to 800° F and is 
determined by experiment. Molds 
should be hot enough to eliminate 
cold shuts, but not so hot as to re- 
sult in the casting’s cooling too slow- 
ly. Temperature indicating paints or 
crayons might be used as a means 
of determining whether the mold is 
within the desired operating range. 


Information on Washburn Core 


Can you tell us briefly 
what a Neck-down core is and 
whether it can be used successfully 
on bronze and aluminum alloy cast- 
ings? 


ANSWER The neck -down = or 
Washburn core is one of thin sec- 
tion which is placed between the top 
of the casting and the riser. Diameter 
is equal to or slightly larger than the 
riser and contains a small central 
hole approximately 20 to 25 per cent 
of the cross-sectional area of the 
riser. While used on gray iron and 
steel castings, it is said not to be 
as successful with brass and bronze. 
That is believed to be because not 
enough heat is developed in the core 
to form the necessary hot spot to 
keep the metal liquid for the desired 
length of time. 

For knock-off type risers on alu- 
minum and magnesium base alloys, 
perforated screens’ generally are 
used. Screens are tinned sheet steel 
about 0.0125 to 0.015 in. thick with 
100 to 144 openings per square inch. 
For bronzes, plain perforated steel 
sheets heated to about 1000° F and 
cooled can be used. The oxide coating 
resulting from heating prevents wet- 
ting and sticking of bronze to the 
screen. Where risers are over 3 to 
3% in. in diam, thin graphite disks 
similar to the cores can be used. 
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Operation 


The model “S-724-11M" Royer Scrap Control 
supplies mechanized casting removal and sand 
cleaning in one fast, efficient operation .. . 
giving you all of the benefits of labor saving 
and production line operation at the lowest 
possible cost. 


Front end loaders scoop up sand and castings 
from the molding floor and deposit them into 
the ample hopper of the Royer. The rapid, 
positive walking-beam action of the shake-out 
breaks up the sand and conveys the castings 
and large scrap off the end to sorting table or 
conveyor. Magnetically cleaned sand is dis- 
charged at the opposite end to muller skip 


ROYER FOUNDRY & MACHINE CO. 






ROYER ‘'S-724-11M" 
SCRAP CONTROL 


. . eliminates hand labor in 
shake-out and sand clean- 
ing 


‘ gives mechanization 
now, yet allows for future 
growth 


. provides mechanized 
operations at the lowest pos- 
sible cost 


. . is easily relocated be- 
cause of floor level instal- 
lation 


.«es SHAKES OUT castings and CLEANS your sand 


hoist, conveyor belt to a sand handling system 
or into a Royer Sand Separator & Blender for 
complete sand conditioning. Entire unit is 
above floor level, eliminating costly pits and 
excavations . . . high casting and sand dis- 
charges allow related equipment to also be 
located above floor level. 


Investigate the possibilities for Royer ‘‘mechan- 
ization” in your plant. This new series of Scrap 
Controls, with capacities up to 60 tons of clean 
sand per hour, is available in models to suit 
your needs. We will be glad to study your 
operations and make our recommendations at 
no obligation to you. Write today. 


159 PRINGLE ST. 
KINGSTON, PA. 
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CARL E. ROWE 
. mfg. v. p., Pressco Casting 


ARL E. ROWE, for the past year 

production manager,  Pressco 
Casting & Mfg. Corp., Chesterton, 
Ind., was appointed vice president- 
manufacturing. William J. Brinkman, 
who joined the company in 1953, was 
appointed vice president-engineering. 
Previously Mr. Rowe was with Carl 
E. Rowe & Co., Milwaukee, consult- 
ing engineers; Advance Tool & Die 
Casting Co., Milwaukee; Lester B. 
Knight & Associates, Chicago; and 
Muskegon Piston Ring Co., Muske- 
gon, Mich. Mr. Brinkman attended 
University of Cincinnati and for many 
years was associated with Aluminum 
Industries Inc., Cincinnati. 


David Swan was appointed director 
of research, Metals Research Lab- 
oratories, Electro Metallurgical Co., 
Division of Union Carbide & Carbon 
Corp., Niagara Falls, N. Y. A grad- 
uate of Rensselaer Polytechnic Insti- 
tute, he joined the Electromet lab- 
oratories in 1946 and the following 
year was named research engineer in 
the New York offices of the com- 
pany. Since 1952 he was in Niagara 
Falls as assistant director of research 
for the laboratories. 


J. Colin Smith was appointed man- 
ager of the New York district sales 
office, Aluminum Co. of America. 
Harold A. Faisst, formerly manager 
of the Richmond, Va., branch office, 
was made district manager in Seattle. 


Arthur J. Zwanzig was appointed 
assistant to the vice president-gen- 
eral manager, Alloy Precision Cast- 
ings Co., Cleveland, where he will di- 
rect production activities. A grad- 
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joins Westover Engineers 


EDWARD H. SCHUBERT J. A. DEAN 
. mfg. mgr., Nelson Electric 


uate of New York University, he was 
formerly associated with American 
Electro Metal Corp., Yonkers, N. Y., 
as chief engineer. 


Edward H. Schubert, for the past 
two years vice president-special en- 
gineering, Taylor-Wharton Iron & 
Steel Co., High Bridge, N. J., recent- 
ly joined the foundry equipment di- 
vision, Westover Engineers, Milwau- 
kee. A graduate of University of 
Cincinnati, Mr. Schubert joined Weir 
Frog Co., in 1921. He remained with 
the company and its successors until 
this year, aS engineer, superintend- 
ent and plant manager in Cincinnati, 
3irmingham and Easton, Pa., prior 
to becoming vice president. 


Leon Decker has been named as- 
sistant works manager, Foundries 
and Pattern Division, Allis-Chalmers 
Mfg. Co., Milwaukee, succeeding An- 
thony Lebesch, who recently became 
division works manager. Mr. Decker 
joined the company 27 years ago and 
became pattern shop foreman, super- 
intendent of planning and time study, 
and until recently was _ assistant 
works manager. He is a former treas- 
urer of the Wisconsin Chapter of 
the AFS. 


John C. Miller, formerly executive 
vice president, was elected president, 
Berlin Chapman Co., Berlin, Wis., 
succeeding W. Mead Stillman who 
became president in 1944. Other of- 
ficers include John B. Gillett, vice 
president-sales; Harold Warner, vice 
president in charge of the foundry; 





E. F. HINES 
. . » Nelson foundry mgr. 


Albert J. Blum, vice president; 
George Devere, controller-treasurer; 
and Walter J. Patri, secretary. 


J. A. Dean was appointed manu- 
facturing manager, Nelson Electric 
Mfg. Co., Tulsa, Okla. A graduate of 
University of Kansas, he joined the 
company 15 years ago. E. F. Hines, 
formerly sales manager of the com- 
pany’s Nemco Foundry in Tulsa, has 
been appointed foundry manager, a 
position Mr. Dean held for the past 
8 years. Mr. Hines studied metallurgy 
at Oklahoma Agricultural and Me- 
chanical College and joined Nemco 
8 years ago. He was recently elected 
treasurer of the Tri-State Chapter 
of the AFS. 


George Koehn was appointed man- 
ager, Cleveland Foundry Co., Cleve- 
land, succeeding the late Homer Brit- 
ton, who also was vice president. 
Thomas Britton was named assistant 
foundry manager. Mr. Koehn spent 
22 years with Central Foundry Di- 
vision, General Motors Corp., and re- 
cently was associated with Yates 
Machine Works, Rochester, Mich. Mr. 
Britton, son of the former vice presi- 
dent, joined the company 7 years ago. 


Donald N. Watkins recently re- 
signed as vice president, Continental 
Foundry & Machine Co., Pittsburgh, 
and will devote full time to his posi- 
tion as chairman of Steel Publica- 
tions Inc., there. 


Donald E. Wyman, formerly serv- 
ice engineer, was appointed sales 
manager of Exomet Inc., Conneaut, 
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Careful Preparation 


Precise Timing 


Accurate Control 


These are major factors in producing: 





UNIFORM WOODWARD IRON 


Your inquiries are invited for 
foundry or malleable grades. 


For quotations, write or call our 


Sales Department, Woodward, Ala. 
Phone Bessemer, Ala. 5-2491 
or Sales Agents for territory north of Ohio River: 
HICKMAN, WILLIAMS & COMPANY with Sales Branches at— 


609 Bona Allen Building, Atlanta 3, Ga.; 230 
North Michigan Avenue, Chicago 1, Ill.; First 
National Building, P. O. Box 538, Cincinnati 1, 
Ohio; 1659 Union Commerce Building, Cleveland 
14, Ohio; 1203 Ford Building, Detroit 26, Mich.; 
P. O. Box 335, Duluth 1, Minn.; 412 Guaranty 





Building, Indianapolis 4, Ind.; 407 Foshay Tower, 
Minneapolis 2, Minn.; 70 Pine Street, New York 
5, N. Y.; 1500 Walnut Street Building, Phila- 
delphia 2, Pa.; 1910 Clark Building, Pittsburgh 
22, Pa.; 796 Arcade Building, St, Louis 1, Mo. 


Woodward Iron Company 


WOODWARD, ALABAMA 


Independent Since 1882 
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MEN OF INDUSTRY 








EARL W. BEYERLEIN 
. casting buyer, Eaton Mfg. 


O. He was formerly service engineer, 
Vanadium Corp. of America, New 
York. 


Earl W. Beyerlein was appointed 
casting buyer, Cleveland Axle Divi- 
sion and Marion, O., Forge Division 
of Eaton Mfg. Co., with headquarters 
in the axle purchasing department, 
Cleveland, where the home office is 
located. Mr. Beyerlein was formerly 
associated with J. I. Case Co., Racine, 
Wis., and Koppers Co., Pittsburgh. 


Clare B. Carlson, until recently su- 
pervisor of metallurgical planning, 
Dow Corning Corp., Midland, Mich., 
was named manager of the Electro- 
thermic Division, Pittsburgh Lectro- 
melt Furnace Corp., Pittsburgh. A 
graduate of University of Illinois, he 
was previously associated with Va- 
nadium Corp. of America, New York, 
Pittsburgh Consolidation Coal Co., 
Pittsburgh, and Pittsburgh Metallur- 
gical Corp., Niagara Falls, N. Y. 


Anthony A. Pack was named as- 
sistant to the president, the Hyster 
Co., Portland, Oreg. Mr. 


Pack was 





ANTHONY A. PACK 


. joins Hy-ter Co. 


graduated from Michigan State Col- 
lege of Agriculture and Mechanic 
Arts and later studied at Harvard 
University. He was previously asso- 
ciated with Vickers Inc. and General 
Motors Corp., both of Detroit. 


A. Rasmussen was recently ap- 
pointed sales manager, Laporte 
Foundry Co., LaPorte, Ind. Mr. Ras- 
muzsen was formerly vice president- 
plant manager, Fahralloy Corp., Har- 
vey, Ill., which he joined in 1942 as 
sales manager. 


C. Taylor Marshall, since 1953 as- 
sistant to the plant manager, Pitts- 
burgh Coke & Chemical Co., Pitts- 
burgh, has been named general man- 
ager of the Coke and Iron Divi-ion. 
He was graduated from University 
of Virginia and joined the company 
in 1943. 


Glen A. Nebel has been appointed 
West Coast representative, Catalin 
Corp. of America, New York, with 
headquarters at 440 Seaton St., Los 
Angeles. He is a graduate of North- 
western University. 


A. RASMUSSEN 
. . LaPorte Foundry sales mgr. 


JOHN P. McGURY 
. . joins NFA staff 


John P. McGury has joined the 
staff of National Foundry Associa- 
tion, Chicago, where he will assist in 
expanding its program of labor and 
employee relations. A graduate of 
Loyola University, Mr. McGury re- 
cently resigned from Kelliher, Bowen 
& McGury, labor arbitration special- 
ists. 


Frank B. Snedecor was appointed 
manager of the Niagara Falls, N. Y., 
plant, Titanium Alloy Mfg. Division, 
National Lead Co., New York, suc- 
ceeding Robert B. Easton, retired. 
Mr. Snedecor was formerly con- 
troller and assistant to the division 
manager. 


Robert J. Sudlow was appointed 
New England district representative, 
Frank G. Hough Co., Libertyville, IIl., 
to assist company distributors in 
Massachusetts, Vermont, Rhode Is- 
land, New Hampshire and Connecti- 
cut. 


Thomas Rutherford, district sales 
manager, Midvale Co., Philadelphia, 
recently was elected president of the 





CLARE B. CARLSON 


. . « Lectromelt division mgr 


168 


C. TAYLOR MARSHALL 


. becomes division mgr. 








ROBERT J. SUDLOW 
. joins Frank G. Hough Co . 3 GF 


THOMAS RUTHERFORD 
president 
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TIMES 70 abrade and polish 


metals and other substances. 





One of the important mile- 
stones in the history of abrasives 
was the discovery of emery, a 
dark granular variety of corun- 
dum. One of the first to mention 
emery was the Greek poet, 
Pindar, who wrote in 500 B.C. 
Aristophanes also mentions it in 
his comedy “The Peace,” about 
420 B.C., referring to it as a me- 
dium for “rubbing down” and 
“grinding down.” It was of great 
value to ancient craftsmen 
in abrading iron and steel, 

gems and stone. 


EMERY WAS USEO IN ANCIENT ) 


NO. 4 OF A SERIES 
ON THE HISTORY OF ABRASIVES 
BY CHICAGO WHEEL & MFG. CO. 
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OTHE GREEK ISLE of Naxos furnished emery to 
the ancient world. Called the “stone of Naxos” it was 
highly prized, and brought high prices in the market 
places of Greece and the Near East. 


























THE ENTERPRISING GREEKS. took the rough chunks of 
emery stone and ground them to powder. This was sieved 
for many applications including the polishing of gems. Even 
then the size of the grain apparently was important for the 
type of grinding or abrading to be done. Often the rough 
chunks or pebbles were used. 
















(Emery. in finely ground form, was sometimes 
bonded in pottery mixtures and baked to form “whet- 
stones” or grinding stones. We can surmise that these 
stones were made in various sizes and shapes to suit 
the work to be done. 











One FINER FINISHES exhibited on 
tools, implements and weapons after the 
4th century B.C. suggest the adoption of 
better abrasive materials of which 
emery undoubtedly was the most im- 
portant. The polishing of metal, gems, 
statuary and wood carvings was accom- 
plished with emery of various grains. 
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CHICAGO WHEEL 
& MEG. CO. 


Manufacturers of abrasives, precision grinding 
wheels and mounted points for over 65 years. 
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Emery today is orie of the many abrasive substances em- 
ployed by Chicago Wheel in the manufacture of grinding 
wheels and mounted poims. Over 200 different shapes, 
sizes and grains of abrasive wheels are made by Chicago 
Wheel for every metal finishing operation. 





1101 W. Monroe 
Chicago 7 
Dept. F 
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MEN OF INDUSTRY 





BYRON E. COON 


. sales promotion, Delta Tool 


Alloy Casting Institute, Mineola, N. Y. 
Mr. Rutherford was graduated from 
Lafayette College and joined Midvale 
in 1916. 


Byron E. Coon was named sales 


promotion-merchandising manager 


and John P. MacCrossen, western re- 
gional manager, Delta Power Tool 
Division, Rockwell Mfg. Co. A grad- 
uate of Milton College, Mr. Coon 
joined Rockwell in 1952 when the 
company acquired the DeLuxe Saw & 
Tool Co. He will be located at com- 
pany headquarters in Pittsburgh. Mr. 
MacCrossen, who will continue to 
maintain offices in Oakland, Calif., 
has been with Rockwell since 1948 
and was San Francisco district sales 
manager for the past 6 years. Rob- 
ert B. Humphrey, since 1951 New 
York district manager for the Power 
Tool Division, has become East-Cen- 
tral regional manager, with headquar- 
ters in Pittsburgh. 


Edward T. Lewis, formerly sales 
representative in western New York 
and northeastern Pennsylvania, was 
appointed district sales manager in 
Canada, western New York, and 
northeastern Ohio, for J. H. France 
Refractories Co., Snow Shoe, Pa. 
James F. Myers, who has covered 
northwestern Pennsylvania and Can- 
ada, was named district sales man- 
ager in western Pennsylvania, south- 
eastern Ohio and West Virginia. Oli- 
ver H. Smith, until recently sales rep- 
resentative in New England and the 
East, was appointed eastern district 
sales manager. 


Fred W. Elya, for the past 10 years 
northeastern district manager, Nor- 
ton Co., Worcester, Mass., resigned 
recently after 43 years in company 
sales work. Previously he was abra- 
Sive engineer in New York state for 
25 years. Ronald W. Price, since 
1946 Connecticut district manager, 
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ROBERT B. HUMPHREY 


. East-Central regional mgr. 


was made New England district man- 
ager for abrasive sales. He joined 
the sales organization in 1926. 


Herbert Geittman Jr., until recent- 
ly foundry manager, Richmond 
Foundry & Mfg. Co., Richmond, Va., 
has joined the metallurgical devel- 
opment division, Climax Molybdenum 
Co., New York, with headquarters in 
the Detroit office. Mr. Geittman 
was graduated from University of 
Michigan and was previously asso- 
ciated with Bridgeport Brass Co., 
Bridgeport, Conn., and the former 
Phosphor Bronze Smelting Co., Phil- 
adelphia. 


Harry L. Smith Jr., since 1952 
staff manager of product sales, Alu- 
minum Co. of America, Pittsburgh, 
was elected a sales vice president. 
A graduate of University of Penn- 
sylvania, he joined Alcoa in 1914. 
During 1953-54 he was on leave from 
the company, as director of the Alu- 
minum Division, National Produc- 
tion Authority, and as assistant ad- 
ministrator of the Business and De- 
fense Services Administration, Wash- 
ington. 


Orville T. Barnett, for the past 
year supervisor of welding research 
in the metals research department, 
Armour Research Foundation, Illinois 
Institute of Technology, Chicago, 
was named assistant manager of the 
department. A graduate of Illinois 
Institute, he joined the foundation 
last year, after two years as region- 
al sales manager, A. O. Smith Corp., 
Chicago. 


Frank Blum was named general 
sales manager, P&H Industrial Di- 
vision, Harnischfeger Corp., Milwau- 
kee, and a member of the executive 
committee. He will continue as 
sales manager of the Overhead Crane 


JOHN P. MacCROSSEN 
. . . Delta Western regional mgr. 








HUGH J. McKANE 
. Southern mgr., Bay State 


Division, a position he has held since 
1942, Mr. Blum joined MHarnisch- 
feger in 1929. 


Hugh J. McKane was named south- 
ern area district manager, Bay State 
Abrasive Products Co., Westboro, 
Mass. Mr. McKane joined the com- 
pany’s Chicago office as an abrasive 
specialist in 1948 and later was trans- 
ferred to the southeastern area as 
abrasive engineer. Previously he was 
associated with the Carborundum Co., 
Niagara Falls, N. Y., for 14 years. 


R. A. Entringer has been appointed 
general sales manager, Alcaloy Inc., 
Trenton, N. J. A graduate of Mar- 
quette University, Mr. Entringer was 
previously employed in the metal- 
lurgical departments of Ampco Met- 
al Inc., Milwaukee, Ladish Drop 
Forge Co., Cudahy, Wis., and Cleve- 
land Forging Division, Aluminum Co. 
of America, Cleveland. He also was 
associated in sales with Claud S. 
Gordon Co. of Cleveland, Ohio, and 
J. T. Baker Chemical Co., Phillips- 
burg, N. J. 


Delmer C. Wright was appointed 
Birmingham field sales representa- 
tive, Laclede-Christy Co., Division of 
H. K. Porter Co., St. Louis, succeed- 
ing H. D. Roach, resigned. Mr. 
Wright was previously associated 
with Swift & Co., Chicago, and East 
St. Louis Castings Co., East St. 
Louis, Il. 


Fred C. Frame has been appointed 
sales engineer, Salem-Brosius Inc., 
Pittsburgh. Mr. Frame has_ been 
associated with the metalworking in- 
dustry for approximately 20 years. 


Don Palmisano was_ appointed 
southern sales representative, Elec- 
trode Division, Great Lakes Carbon 
Corp., New York. Mr. Palmisano, 
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THE LI UID CARBONIC CORPORATION 
3150 South Kedzie Ave., Chicago, 23, Ill. 
In addition to CO: in all its forms, LIQUID also produces: 


Oxygen, Acetylene and other commercial gases. A com- 
plete line of gas and are welding equipment and supplies. 


id 
NO BAKING REQUIRED! New COQ) process produces sound, hard, ready-to-use cores... 
regardless of shape or size. . . usually in just 20 short seconds, What's more, this fully proved process 
is extremely simple—requires practically no capital outlay! Get the complete facts 
from LIQUID CARBONIC, the world’s largest producer of CO. 

! I 

FREE REPORT! | THE LIQUID CARBONIC CORPORATION” | 

] 3150 S. Kedzie Ave., Chicago 23, Ill. j 

I Please send me your report on CO? l 

] Core and Mold Hardening. j 
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JOHN W. SHIER 
. . made assistant general mgr. 


whose offices will be identified with 
those of the J. B. Hayes Co., Birm- 
ingham, sales agent there for the 
Electrode Division, joined Great 
Lakes in 1951. 


John W. Shier was appointed as- 
sistant general manager, Acheson 
Colloids Co., Port Huron, Mich., and 
Bart C. Dickey, formerly process de- 
velopment engineer for the company, 
has succeeded Mr. Shier as production 
manager. i*red Zajac recently joined 
the company as service engineer in 
northern and lower Michigan, with 
headquarters in Detroit. He was as- 
sociated until recently with Jergens 
Tool Specialty Co., Cleveland. Mr. 
Zajac succeeds Frank M. Hunter, who 
returned to Port Huron where he will 
supervise the laboratory phase of the 
sales engineering program. 


John W. Wheeler was appointed 
abracive engineer in the western 
Massachusetts area, Norton Co., Wor- 
cester, Mass., succeeding Robert H. 
Langdon, who was made manager of 
the New York and northern New Jer- 
sey districts. Mr. Wheeler was grad- 
uated from Rensselaer Polytechnic 


\ 


JOHN W. WHEELER 
. abrasives sales, Norton Co. 





BART C. DICKEY 
. . produc.ion, Acheson Colloids 


RALPH G. MENSCH 
. Reichhold district sales 


FRED ZAJAC 


Institute and joined Norton Co. in 
1948. Since 1949 he was a field en- 
gineer in the Connecticut district. 


Frederick L. Feldmeth was appoint- 
ed Philadelphia district sales engi- 
neer, National Alloy Division, Blaw- 
Knox Co., Pittsburgh. A graduate of 
Temple University, he took graduate 
work at Drexel Institute of Tech- 
nology. Until recently he was chief 
engineer, R-S Furnace Corp., Phila- 
delphia. 


Ralph G. Mensch was appointed 
district sales manager, Reichhold 
Chemicals Co., White Plains, N. Y., 
with headquarters at the Argo, IIL, 
plant where he will specialize in sales 
of phenolic materials. He was for- 
merly sales manager, Acme Resin 
Corp., Forest Park, Ill. 


Dallas C. Amburn, formerly asso- 
ciated with Barrett Division, Allied 
Chemical & Dye Corp., New York, 
was appointed assistant industrial 
sales manager, Swan-Finch Oil Corp., 
Hackensack, N. J. He will be in the 


Detroit district office. 


. . joins Acheson Colloids Co. 


DALLAS C. AMBURN 
. joins Swan-Finch Oil Corp. 





FRANK M, HUNTER 
. returns to home office 


Thomas E. Berry, formerly metro- 
politan New York district sales man- 
ager, DeWalt Inc., has been named 
assistant to the general sales man- 
ager, with headquarters at company 
headquarters in Lancaster, Pa. He 
attended Yale and Columbia Universi- 
ties and joined DeWalt in 1953. Pre- 
viously he was associated with Air 
Reduction Sales Co., New York. 


Ra‘eigh H. Barnes was named 
Cleveland sales representative, and 
Donald T. Fowler was a.signed to 
the Evansville, Ind., sales office, Al- 
lis-Chalmers Mfg. Co., Milwaukee. 
John J. Dwyer was appointed field 
service representative in the com- 
pany’s Mid-Atlantic region, with 
headquarters in Haverford, Pa. 


John R. Tuttle was named presi- 
dent-chairman of the board of di- 
rectors, Crouse-Hinds Co., Syracuse, 
N. Y. Retiring from active manage- 
ment but continuing as directors are 
William L. Hinds, who was named 
board chairman in 1947, Albert F. 
Hills, who became president in 1951, 
and W. C. Blanding, executive vice 
president since 1951. Mr. Tuttle, a 





JOHN R. TUTTLE 
. heads Crouse-Hinds Co. 


FOUNDRY 

















M 


th 





he | 


126-4 











SRNELL FOUND 
‘ <p RTE ; 


9 





Many of our customers tell us 
they couldn’t hold their high 
quality standards without 
Famous Cornell Flux .. . at 


least not nearly so economical- 


ly and with so little effort! 
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Advantages of Famous CORNELL Aluminum and Brass Flux 


Makes metal pure and clean. 


Permits use of more scrap without danger 
of dirt, porous places, or spongy spots due 
to dirty metal. 


Thinner, yet stronger sections ean be 
poured. 


Metal does not cling to the dross as readily. 


Crucible or furnace linings are kept clean. 





CLEVELAND FLUX Gorpauy 


126-40 MAIN AVENUE, N.W. ¢ CLEVELAND 13, OHIO 


Manufacturers of Iron, Semi-Steel, Malleable, Brass, 
Bronze, Aluminum and Ladle Fluxes—Since 1918 


Cleanses molten brass even when the dirtiest 
brass turnings or sweepings are used. 


Saves considerable tin and other metals. 
Forms a perfect covering over the metal 


during melting, prevents oxidation and 
reduces obnoxious gases to a great extent. 


Write for Bulletin 46-A 


Trade Mark Registered 
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Blo-Core’ SHELL MACHINE | 
e t 
designed to give foundry- | 
men high production of 
SHELL CORES | 
(hollow or solid) 
and | 
| 
} 
SHELL MOLDS | 
Tomorrow’s shell machine is here TODAY. 
j 
Our latest model incorporates all refine- 
ments that have come about as result of 
actual foundry tests. The “Blo-Core” Sheil 
Pictured above is the W1-1520 automatic meomine promnens EA Cee a See 
“Blo-Core” Shell Machine. Vertical parting MOLDS every 20 SECONDS. 
fixtures on the machine are for handling j 
core boxes up to 15x20” by 36” height. 
CHECK THESE OUTSTANDING FEATURES: 
© Core Boxes up to 15"x20"x36" height. 
@ Patterns up to 15"x20" with 14" draw. 
© Two-station rotary operation. f 
Also available are horizontal parting fix- 
tures for handling patterns up to 15x20” 
with 14” maximum draw. P ELIMINATES DRIERS and OVENS 
Ho olher Ahell machine ih Ao flexible 
Mi 
Soe it NOW .. . Call or write for Bulletin CS-15 n 
ton 
lon 
tell 
14841 MEYERS RD., DETROIT 27, MICHIGAN " 
Phone: BR 3-1680 : 
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graduate of Yale University, joined 
the company in 1933 as controller, 
became a director and secretary in 
1943 and was vice president-treasurer 
since 1951. 


Elmer 0O._ Bischoff, controller, 
Grede Foundries Inc., Milwaukee, was 
elected a director of the Milwaukee 
Control, Controllers Institute of 
America, New York. John R. Kah- 
ler, secretary-treasurer, Sandusky 
Foundry & Machine Co., Sandusky, 
O., and Robert Rasmussen, plant con- 
troller, Doehler-Jarvis Division, Na- 
tional Lead Co., Toledo, have been 
named directors of the Toledo Con- 
trol. John P. Bodle, secretary-treas- 
urer, Portland Forge & Foundry Co., 
Portland, Ind., was named to serve 
on the Fort Wayne Control. 


David C. McVey recently joined 
Climax Molybdenum Co., New York, 
as sales development manager. A 
graduate of Carnegie Institute of 
Technology, he was formerly a metal- 
lurgist with International Harvester 
Co., Chicago, and plant metallurgist, 
Propeller Division, Curtis Wright 
Corp., Dayton, O. 


Robert Duffy has been appointed 
Milwaukee district manager, Lind- 
berg Engineering Co., Chicago, suc- 
ceeding Robert Onan, who has become 
president, Waukee Engineering Co., 





ROBERT DUFFY 
. . . Lindberg Engineering mgr. 


Milwaukee. Robert Foley has _ suc- 
ceeded Mr. Duffy as Chicago sales 


manager. 


Dr. B. D. Thomas, David C. Min- 
ton Jr., and John S, Crout, who have 
long been associate directors of Bat- 
telle Institute, Columbus, O., were 
recently appointed vice presidents. 
Dr. Thomas has been on the Battelle 
Staff 21 years. Messrs. Minton and 
Crout joined the institute in 1941. 
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Robert G. Callison, formerly sales 
manager, was elected vice president- 
regional sales and promotion, Peters- 
Dalton Inc., Detroit. Mr. Callison has 
been with the company for 18 years. 
T. Kenneth McGuire, general man- 
ager of the company’s industrial 
sheet metal division, was named gen- 
eral sales manager. 


James E. Quigley was appointed 
sales representative, National Cru- 
cible Co., Philadelphia, to cover 
eastern Pennsylvania, New Jersey, 
New York City, Maryland and Dela- 
ware. 


Robert H. Jacoby has been ap- 
pointed sales-service representative, 
St. Louis Coke & Foundry Supply 
Co., St. Louis. Until recently he was 
chief metallurgist and manager of 
quality control, The Key Co., East 





ROBERT H. JACOBY 
. St. Louis Coke sales 


St. Louis, Ill., which he joined in 
1938 as assistant metallurgist in the 
steel foundry. 


Robert L. Williamson was appoint- 
ed manager of pig and ingot sales, 
Aluminum Co. of America, Pitts- 
burgh, Mr. Williamson, since 1951 
product manager of die casting sales, 
attended Purdue University and 
joined Alcoa in 1929 after gradua- 
tion from University of Missouri. 


Carryl A. Asher, vice president, 
Electro Refractories & Abrasives 
Corp., Buffalo, has been appointed 


eastern sales manager of its Grind- 
ing Wheel Division. A. D. Stover 
was named Detroit district manager, 
and John Hume Jr., Chicago district 
manager, for the division. 


T. E, Ward was elected president- 
treasurer, Badger Malleable & Mfg. 
Co., South Milwaukee, Wis., succeed- 


MEN OF INDUSTRY 


ing the late C. McLeod Lewis. Mr. 
Ward was formerly secretary treas- 
urer. W. J. MacNeill was named vice 
president-operations, Leo Joerg, sec- 
retary and August Schwan, assistant 
treasurer of the company. 


William N. Davis was appointed 
manager of exhibits, American 
Foundrymen’s Society, Des Plaines, 





WILLIAM N. DAVIS 
. exhibit manager, AFS 


Ill., succeeding A. A. Hilbron, who 
resigned earlier this year. H. J. 
Weber becomes director of the so- 
ciety’s Safety & Hygiene & Air Pol- 
lution Program, which Mr. Davis has 
headed since he joined the society in 
1952. Mr. Davis was graduated from 
Massachusetts Nautical School and 
later did postgraduate work at 
Wayne University. From 1948-1952 
he was senior engineer with National 
Safety Council, Chicago, as consult- 
ant to the foundry and other metals 
industries on safety practices. Mr. 
Weber was graduated from DePaul 
University and took his engineering 
degree at Illinois Institute of Tech- 
nology. For the past 12 years he was 
chief industrial hygienist, American 
Brake Shoe Co., New York. 


W. Frank Gamble recently joined 
the Whirl-Air-Flow Corp., Chicago, 
as office manager. Mr. Gamble was 
previously secretary-treasurer, Hy- 
dro-Blast Corp., Chicago. 


L. P. Metesser, West Coast repre- 
sentative in San Francisco for the 
Cleveland Vibrator Co., Cleveland, - 
has added Idaho, Utah and Arizona 
to his territory, 


David A. Crawford has retired as 
chairman of the Michiana Products 
Corp., Michigan City, Ind. Nathaniel 
E. Duval continues as president of 
the corporation. 
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Molds and cores are made on four turntables, each 25 ft. in diame 
U. S. Steel engineers worked closely with Giffels & Vallet in devel- 
oping these tables and other special equipment for the new foundry. 
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FLASK AND PATTERN 
STORAGE AND REPAIR 


shown in this view. Molder perched on sand- 
slinger rams the cores in rotation. 


Electrically tilted 75-ton blast furnace ladle 
pours molten cast iron into 20-ton bottom-pour 
ladles. 


How U.S. Steel Increased Ingot Mold 
Production to 1,055 Tons per Day! 


MODERN MECHANIZED FOUNDRY FACILITIE _ 


ENGINEERED BY GIFFELS & VALLET, INC. PROVID 
NEW EFFICIENCY, BETTER WORKING CONDITIONS 


United States Steel’s new ingot mold foundry at their Edga 
Thompson Works in Braddock, Pa. is perhaps the larges 
and most modern facility of its kind in the steel industr 
today! Capable of producing 275,000 tons of ingot mold 
annually, it answers the company’s need for greater produd 
tion at lower cost, and provides safe, healthy working con 
ditions for personnel. 


This installation, with its many new methods and faciliti¢ 
was developed through the close teamwork of U. S. Ste 


from initial surveys and basic planning to a finished ope 
ating foundry, the extensive facilities of both organizatioj 
were coordinated on all phases of design, engineering, spe 
fication and construction. G&V's extensive background 
foundry experience was drawn upon repeatedly to ta 





full advantage of the most effective methods and desigt 


To accomplish the production-requirement goals set “J 
U. S. Steel, mechanization was employed wherever possid 

















and practical. Special conveyor systems, bulk-handling ¢! 
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engineers and Giffels & Vallet, Inc. As the project progress 
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Ingot mold flask is lowered into position on 
turntable before automatic sandslinger rams 
molding sand into place 
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Sand from the flask clings to solidified ingot 
mold as sections of the flask are removed. 


vators and other material handling equipment 
were designed to meet specific problems. Both 
equipment and buildings were planned to pro- 
vide the utmost in safety and pleasant, healthy 


| working conditions. 


Material handled and processed by 
automatic systems 


f ) The foundry is housed in three interconnected 


buildings: the sand preparation department, the 
ramming-molding and drying ovens departments, 
and the casting department. Washed and dried 
silica sand is brought into the sand preparation 


| building, unloaded into a hopper below floor level 


LITIE 
tOvID 
TIONS 


eir Edga 
he larges 
| industr 
Zot mold 
r produc 
king con 


facilitie 
J. S. Steg 
TORTressy 
shed ope 
anizatioq 
ing, spec 
ground ‘ 
y to tai 
d design 


set up J 
er possid 
ndling ¢ 


% 








and emptied onto a second conveyor belt. The 
belt moves sand across the building and drops it 
through chutes into either of two elevated 50-ton 
storage bins. 


Bentonite bond is emptied five bags at a time into 
a pneumatic handling system and distributed to 
five 10-ton hoppers. Used sand from the shake- 
out is returned on a conveyor belt to the sand 
Preparation department. Sands, bentonite and 
water are fed automatically into two 2,200 Ib. 
capacity sand mullers by means of a control panel 
which also controls the mixing cycle. Sand is then 
automatically discharged onto a 70 ft. conveyor 
belt which empties it into a 20-ton sandslinger 
near the ramming and oven departments. At all 
points in the building where there is any possi- 
bility of a dust problem, a powerful exhaust sys- 
tem carries the air to a dust collector 


Ramming-molding operations and the drying 
Ovens are housed in a 127 x 286 ft. building. The 
ramming-molding department contains two com- 
plete molding sections running parallel to each 
other. Each is comprised of a motive-type sand- 
Slinger, two turntables 25 ft. in diamete:, four 
drying ovens, a shakeout unit, and a flask and 
barrel cooling chamber. 


Four giant turntables serve 
ramming-molding department 


Turntables are of massive construction and are 













a 


ingot molds. 





Ete 


Water spray quickly cools barrels and flask 
rigs as they move through cooling chamber 
on cars. 


rotated by electrically driven pinions. The tables 
are partially surrounded by an elevated platform 
from which operators set spouts, finish tops of 
molds and cores, etc. Cores are usually made on 
one turntable, and molds on the other, however, 
both can be made on one table. Spill sand from 
the ramming operation is swept into an open grid 
in the center of the turntable, where it falls into 
a hopper and is returned to the sand preparation 
building. 


Completed sand molds and cores are picked up 
by three 35-ton cranes and loaded on cars which 
carry them into gas-fired recirculating-type drying 
ovens. Molds and cores dry 4 to 6 hours, depend- 
ing on size, and then are pulled into the casting 
department and unloaded from the cars. Record- 
ing-type instruments control cycle and tempera- 
ture of the ovens. 


The 100 x 360 ft. casting department is served 
by three 75-ton cranes, and three 25-ton auxiliary 
hoists. Molten cast iron is brought from a blast 
furnace nearby in special 75-ton oval-shaped 
ladles with electrically-operated tilting mecha- 
nisms. Molds are filled from 20-ton bottom-pour 
ladles. After the metal has solidified, molds are 
placed on the shakeout grid by cranes, disassem- 
bled, and the flasks and core barrels are moved on 
cars into a cooling chamber. Numerous water jets 
in the top of the chamber rapidly reduce the tem- 
perature of flasks and core barrels, thus permit- 
ting easier handling and more rapid turn-around. 


Four automatically controlled ovens dry sand 
molds and cores preparatory to casting of 














One of three pouring stations where ingot 
mold interiors are formed by modern methods 
and facilities. 





Sand from the shakeout grid is automatically 
returned to 200-ton storage bin on this in- 
clined conveyor belt. 


Coordinated dust control and 
ventilation systems provide clean air 


An exhaust hood at the back of the shakeout grid 
exhausts dust-laden air from above and below the 
grid at the rate of 66,000 cfm. Four wet-type dust 
collectors located outside the building remove 
dust from the air with water sprays. Sand removed 
from castings on the shakeout grid drops into 
hoppers and is transferred to an inclined rotary 
sand cooler where it is cooled by water sprays. 


In addition to dust-collection hoods at critical 
points, adequate ventilation to insure comfortable 
working conditions is provided by five propeller- 
type exhaust fans mounted in the roof of each 
building. The combined ventilation systems can 
change the air in the building 14 times an hour. 
Numerous steam-type unit heaters are located to 
cover overlapping areas. The heating system can 
supply a total of 2,000,000 BTU per hour. 


For more than thirty years G&V’s comprehen- 
sive planning-engineering services have pointed 
the way to greater output, lower costs and im- 
proved casting quality for foundries across the 
nation. This flexible service can be used to plan, 
engineer and supervise an entire project, or to 
supplement the facilities of your own engineer- 
ing department. 


Whether it’s a complete new plant, or the 
modernization of present facilities, G&V _ serv- 
ices will meet your requirements for low-cost, 
high-output production. These services are dis- 
cussed in a special Foundry Brochure. A copy 
vill be ed A. request. 
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View of general layout of new aluminum foundry shows the arrangement of departments 


NEW ALUMINUM FOUNDR 


Has Mechanized Sand Handling System 


HAT is the solution to the prob- 
W lem of boosting production in 

an aluminum foundry where 
job runs are short (from 100 to 1000 
pieces) and patterns are changed 
several times daily? 

For Crouse-Hinds Co., Syracuse, 
N. Y., manufacturer of a diverse line 
of electrical equipment that requires 
cast aluminum housing’s, the answer 
was a new, 48,000-sq-ft foundry. The 
new plant is equipped with two com- 
pletely mechanized sand _ handling 
systems that together deliver 70 tons 
of prepared molding sand an hour to 


28 squeezer molding stations and 6 
large rollover and stripper stations. 
By the end of this year, the new 


lift output of 
40 to 50 per 


plant is expected to 
aluminum castings by 
cent. 

Formerly, both the aluminum and 
iron foundries at Crouse-Hinds were 
housed in one building. Lack of ade- 
quate work space limited both oper- 
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ations; the grinding and cleaning 
rooms were jammed, piles of sand ob- 
structed the molding machines, and 
molds for nonferrous castings were 
set and poured by hand and hoist. 
With the addition of the new found- 
ry, floor space for all casting oper- 
ations at Crouse-Hinds now totals 
149,832 sq ft. The area formerly oc- 
cupied by the aluminum foundry has 
been added to the molding and core 
departments of the iron foundry. 
Casting operations in the new alu- 


minum foundry are centered around 
two similar sand conveyor systems, 
each running lengthwise along the 


sides of the plant. Between the sys- 
tems is a central melting area, 
shielded on four sides by a large alu- 
minum apron extending from the roof 
down to within 8 ft of the floor, Lo- 
in the roof above the melting 
area are several exhaust fans. These 
fans exhaust gas fumes and hot air 
at the rate of 90,000 cfm while an 


cated 


By JOHN L. LIVINGSTON 


Assistant Plant Engineer 
Crouse-Hinds Co., Syracuse, N. Y. 


intake system simultaneously re- 
places, heats, filters and humidifies 
an equal amount of fresh air. 

Several production efficiencies have 
resulted from the foundry’s central- 
ized furnace area: (1) furnace fumes 
are more easily exhausted, (2) gas 
furnaces are fed from one_ under- 
ground manifold, (3) to minimize 
the accumulation of surface oxides, 
molten aluminum is carried only 
short distances. 

To increase floor space, columns 
have been minimized by suspending 
sand hoppers, overhead sand convey- 
and footwalks from the _ roof 
trusses. 

Molding machines on each side of 
the foundry differ. All 20 squeezer 
molders on one side and eight iden- 
tical machines on the other handle 
smaller-sized molds. These eight sta- 
tions also share sand with three com- 
bination rollover and stripper mold- 
ing machines and three similar units, 
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Between sand handling systems is furnace area. It 
is shielded on four sides by a large aluminum apron 


Which are equipped with overhead 
cranes for handling and closing large 
molds. 

Each squeezer station is flanked by 
three lines of gravity conveyors, 
slightly elevated at opposite ends to 
allow easy movement of molds, bot- 
tom boards and bands. Roller convey- 
ors near the roll-over and stripper 
machines also are used for handling 
drags, setting cores and_ closing 
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these 
and 


Molds 
conveyors for 


are placed on 
pouring, 
transfer to shakeout. 
From this point, shakeout sand re- 
moval for both sides of the foundry 
is handled identically by the two sys- 
tems. An underfloor slider belt col- 
lects and carries used sand from the 
shakeout of each molding station to 
duplicate preparation units at the 
back of the foundry. These units in- 


molds. 
cooling, 


illustration shows a long 
view of foundry. Each of 
the squeezer stations is 
flanked by three lines of 
gravity conveyors slight- 
ly elevated at opposite 
ends; to facilitate the 
easy movement of molds, 
bottom boards and bands 


Counterweight plates refill hopper automati- 
cally by raising or lowering plow on feed belt 


clude cross belts with magnetic pul- 
leys for removing ferrous scrap, 
bucket elevators, vibrating screens 
and 100-ton storage bins. 

After cooling, castings that vary 
from 6-in. thin-section lamp guards 
to 40-in.-long traffic signal controller 
housings, are packed into tote trucks 
for transfer to the grinding room. 

Withdrawn from the storage bins 
by plate feeders, the stored sand is 
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SLAG & URUSS Its peculiar resistance to slag and its remarkable ability to with- 
stand the attack of molten iron recommends NARCOLINE for 
lining cupola spouts and runners, for patching below the metal 
line, for making tap holes in the cupola, for lining small furnaces 
melting copper and brass, for making repairs to furnace bot- 
toms, etc. 


“~ 
dl 
_ 
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ACKS & SPALLS If any refractory product gets much too hot or much too cold 
much too quick it is likely to spall or crack. The manufacturers 
of NARCOLINE got around this troublesome point by combining 
highly refractory graphite with their superior fire clay—and as 
a result, normal spalling has been reduced to a minimum. 


HANDLING & STORAG NARCOLINE is shipped in 100 lb. cartons, very convenient to 
handle. This product can be stored for months without losing 
its special factory-produced consistency and freshness, thanks to 
its tough, moisture-proof red polyethylene wrapper. 


i ALLA i ION NARCOLINE is cut in slices, or slabs, which are put in place 
and pounded firm with a steel hammer or an air hammer, For 
estimating purposes, allow 145 lbs. of NARCOLINE for each 
cubic foot of furnace or ladle lining. 


NARCOLINE resists molten metal and corrosive slag, stands up under rough ther- 
mal shock, and is easily removed from cold ladles, together with slag and skull. 
It is efficient, effective and economical, and if you haven’t tried it yet, you really 
should. 


NORTH AMERICAN REFRACTORIES COMPANY 


GENERAL OFFICES, CLEVELAND 14, OHIO 


NEW YORK 7—50 Church St. BUFFALO 3—703 Ellicott Sq. Bldg. CHICAGO 5—59 E. Ven Buren St. 
PHILA. 2—906 Blue Cross Bldg. PITTS. 22—-1938 Oliver Bids. CINCI. 2—606 Terrace Plaza Bidg. 
BOSTON 18—516 Albany St. DETROIT 2—420 Curtis Bldg. 





NORTH AMERICAN REFRACTORIES LTD. 191 Victoria Ave., So. HAMILTON, ONTARIO 
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spilled into the paddle mixers, where 
moisture is added. Reconditioned for 
molding, the sand passes by belt con- 
veyors to aerators, which discharge 
it onto two hopper feed belts. Run- 
ning above the molding sand hop- 
pers, these belts carry the sand the 
length of each side of the foundry to 
the molders’ hoppers. 

To refill a particular hopper, coun- 
terweight plates, operated by sand 
already in the hopper, automatically 
raise or lower a plow on the feed 
belt. When lowered, the plow forces 
sand off the belt into the hopper; 
when raised it allows the sand to con- 
tinue traveling forward to the next 
hopper or beyond to the end of the 
distribution line. Any material reach- 
ing the final cross belt is carried back 
to the shakeout belt, thereby form- 
ing a closed circuit. 

The foundry is kept dust-free by 
a wet-type exhaust duct system, 
which removes dust from the shake- 
out spill belts, elevators, sand stor- 
age bins and vibrating screens. 


, ee 





A single panelboard controls all 
electric motors in the sand handling 
system. The motors also are inter- 
locked to shut off automatically in 
the event one motor fails. This con- 
trol prevents sand from piling on the 
shakeout belts, shakeout screen or 
apron conveyor. 


ASM Metallographic Exhibit 
Scheduled for Philadelphia 


The 10th Metallographic Exhibit of 
the American Society for Metals will 
be held at the 1955 National Metal 
Congress and Exposition in Philadel- 
phia, Cct. 17-21. Twelve classifica- 
tions of micros are designated for 
the 1955 contest. 

Subjects include carbon and alloy 
steels; stainless steels and heat-re- 
sisting alloys; cast and wrought iron; 
aluminum, magnesium, beryllium, ti- 
tanium and their alloys; copper, nick- 
el, zinc, lead and their alloys; metals 
and alloys not otherwise classified; 


MICHIGAN AND INDIANA GRAY IRON FOUNDRYMEN MEET 


micros showing transitions or change 
during processing; welds and other 
joining methods; surface phenomena; 
results by unconventional techniques 
(not electron micrographs); slags, in- 
clusions, refractories and cermets; 
and micrographs in color. 

A grand prize of $100 will be pre- 
sented for the best entry in the show. 
Blue ribbons will be given the best 
entry in each classification, with hon- 
orable mentions to others. 


Book — 3M History 


The story of abrasives and ad- 
hesives and their contributions to 
the metal trades is the subject of a 
new book, Brand of the Tartan, by 
Virginia Huck. The volume traces 
the 53-year history of the Minnesota 
Mining & Mfg. Co., St. Paul, devel- 
opers of abrasive discs, abrasive 
cloths and industrial adhesives used 
in the metals industry. It is pub- 
lished by Appleton-Century-Crofts 
Inc. at $3.50 per copy. 





View of Michigan and Indiana gray iron foundrymen who held their first regional meeting recently 


ICHIGAN AND northern and cen- 
tral Indiana management and 
cost groups of the Gray Iron Foun- 
ders’ Society recently held their first 
regional meeting. Over 70 executives 
met May 13 in Marshall, Mich., at 
Schuler’s Inn. GIFS officers C. H. 
Ker, Dalton Foundries, Warsaw, Ind., 
president; Tom White, Bostwick 
Foundry, Lapeer, Ind., district direc- 
tor; and Don Workman, Cleveland, 
executive vice president, attended the 
meeting. 
General chairman was Vern Sadler, 
xyeneral Foundry & Mfg. Co., Flint, 
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Mich. He thanked Jack Meyer, In- 
terstate Foundry Co., Indianapolis, 
and F. X. Gartland Jr., Atlas Found- 
ry Co., Marion, Ind., chairmen of the 
central and northern Indiana man- 
agement groups respectively, for their 
co-operation. 

After a few words of welcome from 
Don Workman, Mr. Sadler introduced 
Eugene Hinze, E. T. Runge & As- 
sociates, Cleveland, who serves as a 
regional cost consultant for the three 
groups. Mr. Hinze presented cost com- 
parisons which included figures for 
all three groups on a single blueprint. 


Later he led a cost discussion in which 
everyone present was invited to par- 
ticipate. After the cost discussion, 
Mr. Meyer and Mr. Gartland led a 
roundtable discussion on material 
costs, operating rates, business out- 
look and similar topics. 

Following lunch, John Wolfe, Mid- 
west Foundry Division of L. A. Dar- 
ling, introduced Lee Shaw of Sey- 
forth, Shaw & Fairweather, a Chi- 
cago law firm specializing in indus- 
trial management. Mr. Shaw present- 
ed a practical analysis of current 
labor-management problems. 
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Fig. 1—Open mold and the pattern used to make it. 
Notice the gate cores employed to pour the plate 





Fig. 3—Riser is built up to a greater height than 
rest of mold, which is poured at a 15-degree angle 





Fig. 2—The next step is shown in this view. Bars 
and end spacers have been put in place in the mold 





Fig. 4—Final step, after the gate, shown on right, 
has frozen, is to fill the riser with molten metal 


The Sand-Cast Matchplate 


HE SAND-CAST MATCHPLATE 

probably was used to make molds 
in which were cast the hinges for 
the Ark. It will bring back nostalgic 
memories to oldtimers who graduated 
from the shaped follow board to the 
matchplate as an improvement in 
production technology. 

With the advent of the pressure- 
cast matchplate, the sand-cast plate 
became less widely used. It is de- 
scribed here because it is an inexpen- 
sive and easy method of making a 
production pattern from a loose mas- 
ter. For small repair items that 
do not require absolute dimensional 
accuracy, the sand-cast matchplate 
can be made in a corner of a shop 
and will serve the purposes of such 
jobs perfectly. 

Although we think of the match- 
plate in terms of high production, 
unusual skill of workmanship, ex- 
pensive special equipment and special 
metallurgical control, this need not 
be true for the small item used in 
the average shop. Many small pat- 
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By H. F. DIETRICH 
Head, Foundry Department 
Kansas State College 
Manhattan, Kans. 


terns lend themselves to matchplate 
work. The small cost of production 
is offset by the advantages of the 
matchplate over the loose pattern. 
Some of these advantages are dis- 
cussed in the paragraphs immediate- 





Fig. 5—View illustrates cast 
matchplate and the spacer bars 


ly following and may be of interest. 

For one thing, the storage of a 
matchplate is more convenient than 
the storage of a loose pattern. Most 
foundries have indexed storage fa- 
cilities for production patterns, but 
loose patterns must be located by 
searching through bins of similar 
patterns. For patterns that require 
sand matches, the space used for 
storage is out of proportion to the 
size of the pattern. 

A matchplate is also insurance 
against breakage of delicate patterns. 
The additional thickness of the plate 
added to the pattern makes it prac- 
tically unbreakable. For the pat- 
tern of irregular parting, the time 
consumed in making a plate is not 
so great as the time necessary to 
make a hard sand match. 

In addition the matchplate pre- 
vents the use of patterns for cast- 
ings. With items that are used for 
repair work, the danger always exists 
that someone in a hurry will use the 
pattern instead of waiting for cast- 
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WHEELABR 





These pictures tell the story. Irri- 
tating fume (left) billowing from 
an electric steel furnace is com- 
pletely controlled (right) by a 
Wheelabrator Dustube Collector. 
At a Chicago steel foundry a Dus- 
tube system ventilating two 5-ton 
electric furnaces every week col- 
lects more than 5 tons of very fine 
dust and fume that formerly es- 
caped to pollute the atmosphere. 
Only filtration can screen out this 
fine dust so thoroughly as to yield 


CORPORA T 3 


September 1955 


stop air poll 


oO N 
(Formerly American Wheelabrator & Equipment Corp.) 
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an effluent gas free from visible 
solids. In the Wheelabrator Dus- 
tube Collector, such efficiency 
reaches its highest peak. 


In addition, Dustube Collector 
operation is completely automatic. 
No manual labor is required. No 
delays occur for shaking down the 
collected fume. Because of simple 
design, Dustube costs less to in- 
stall, operate and maintain than 
other types of fume control equip- 
ment. 





ution! 





Control Electric Furnace Fume with Wheelabrator Dustube 


All these advantages add up to 
solid reasons why many leading 
steel foundries have selected 
Wheelabrator Dustube Collectors 
for controlling this fume problem. 
They add up to solid reasons why 
you should investigate Wheelabra- 
tor Dustube Collectors to get 
thorough dust and fume control 


at a price you can afford to pay. 


For full information, write for 


your copy of catalog No. 372. 


505 S. Byrkit St., Mishawaka, Indiana 





.. naturally 


For Continuous Flow of Light Loads 
Use Landahl Chainless Conveyors 








AMERICAN MONORAIL 


This American MonoRail Monotractor unit, recently installed 
in a rug and carpet warehouse, dispatches hard to handle, big 
bulky loads over a wide area. Fully automatic, with finger-tip 
control, with a hoist capacity of 1,000 pounds, this installation 

is SAVING 200 MAN HOURS PER WEEK. 
This is another of the many examples of American MonoRail 
engineering for low-cost, efficient overhead handling. Let your 
American MonoRail representative explain the versatility, low cost 
and low maintenance of American MonoRail equipment. Consultation 
in connection with any handling problem is available without obligation. 










OVERHEAD 
HANDLING 
EQUIPMENT 
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13104 ATHENS AVENUE @® D 7, OHIO 
[IN CANADA—CANADIAN MONORAIL CO., LTD., GALT, ONT.] 
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ings to be made for the job. 

Finally, there is less likelihood of 
losing small patterns when they are 
incorporated into a matchplate. IIl- 
lustrated in this article is an “Oscar” 
statuette used by the dramatic de- 
partment of Kansas State College. 
Although production on this pattern 
is not high, it was incorporated 
into a matchplate to protect the 
pattern and facilitate molding of the 
item. 

The materials needed to make a 
matchplate can be found in any 
foundry. They include the pattern 
to be used as the master; a match- 
plate flask of sufficient size and 





Fig. 6—Use end plates of vari- 
ous widths or cut out special 
shapes to fit special flasks 


of accurate construction; hand tools 
and other regular molding material 
and equipment; and steel bars to be 
used as spacers. 

The old method of providing the 
space between the cope and drag 
for the thickness of the plate was 
to build a layer of sand to the de- 
sired depth. By using spacer bars, 
we can save time in making the mold 
and insure correct thickness of the 
plate because the mold cannot be 
clamped off. For small plates, a 
spacer can be cut to design for the 
pattern plate, or flat bar stock can 
be cut to a length permitting the 
matchplate flask to rest on the bars. 
The bars then can be spaced to ac- 
commodate variable plate dimensions. 
Length and width of the plate are 
governed by placing shaped end 
spacers between the bars. These end 
spacers can be cut out with a torch 
and ground smooth. 

Molding technique is no different 
from that of careful loose molding. 
The same tools and materials are 
used. A facing of new sand is riddled 
through a fine riddle to insure smooth 
parting surfaces and accurate part- 
ings. To prevent later excessive 
scraping and finishing, the mold 
should be rammed firmly and even- 
ly, thus avoiding metal penetration 
and roughness, 

Because of the irregular parting 
of the ‘Oscar’ pattern, it was neces- 
sary to ram a false cope in which 
to bed the pattern. The false cope 
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was rammed on a _ smooth, level 
board, and the rough bed was cut 
in such a way as to leave as much 
of the surface undisturbed as _pos- 
sible. 


Fena 


Allowance must be made for the 
inside dimension of the flask to be 
used for casting. An_ irregularly 
shaped pattern placed too close to 
the flask limits will cause a part- 


THEME OF THE NEW ENGLAND CONFERENCE 


Will be Operation of Small Foundries 


PERATIONS of small foundries 

will receive primary attention at 
the annual regional foundry confer- 
ence to be held Oct. 14-15 by the 
New England Foundrymen’s Associa- 
tion in co-operation with the Massa- 
chusetts Institute of Technology and 
other technical groups of the area. 

The two-day meeting will be held 
on the MIT campus, with registration 
headquarters in the lobby of Build- 
ing 7 at 77 Massachusetts Ave., 
Cambridge. 

Papers to be presented at both the 
ferrous and nonferrous sessions will 
emphasize the application of princi- 
ples to the small shop—a 6 to 16 
molder foundry. 

The annual conference dinner is 
scheduled for Friday evening at the 
MIT Faculty Club, 50 Memorial Drive, 
Cambridge. 

Henry G. Stenberg, Draper Corp., 
Hopedale, Mass., is chairman of the 
committee on conference arrange- 
ments, and Howard B. Nye, Cromp- 
ton & Knowles Loom Works, Wor- 
cester, Mass., is vice chairman. Clyde 
Armstrong, Warren Foundry & Pipe 
Corp., Everett, Mass., is in charge of 
the ferrous program. Chairmen of the 
nonferrous program are Frank Volpe, 
Somerville Machine & Foundry Co., 
Somerville, Mass., and Julius Ferrari, 
Gorham Mfg. Co., Providence, R. I. 

The registration and reception com- 
mittee includes John H. Orrok, Debe- 
voise-Anderson Co., Boston, as chair- 
man and Herbert H. Klein, Klein- 
Farris Co., Boston, as treasurer. 

Other conference committee mem- 
bers are Alexander Beck, Whitman 
Foundry Inc., Whitman, Mass.; Frank 
Benoit, Brown & Sharpe Mfg. Co., 
Providence, R. I.; Thomas I. Curtin 
Jr., Waltham Foundry Co., Waltham, 
Mass.; Joseph Burke, Lowell Iron 
Foundry, Lowell, Mass.; Ahti A. Erk- 
kinen, Builders Iron Foundry, Provi- 
dence, R. I.; Henry M. Frechette, 
Fitchburg Foundry Inc., Fitchburg, 
Mass.; James Hamblin, Saco-Lowell 
Shops, Biddeford, Me.; Fred Holway, 
Mystic Iron Works, Everett, Mass.; 
Charles W. Hutchins, Standard Found- 
ry Co., Worcester, Mass.; William 
Hale, Springfield Foundry Co., Spring- 
field, Mass. 

Warren Murdock, Acme Foundry 
Co., Chelsea, Mass.; William Naugh- 
ton, Whitehead Bros. Co., Providence, 
R. I.; Albert M. Nutter, E. L. Le- 


Baron Foundry Co., Brockton, Mass.; 
Daniel Pendergast, Sterling Wheel- 
barrow Co., Boston; C. P. Randall, 
Hickman, Williams & Co., New York; 
Harry Sleicher, Seaboard Foundry 
Inc., Providence, R. I.; Prof. Howard 
F. Taylor, MIT, Cambridge, Mass.; 
Alexander S. Wright, Springfield Fac- 
ing Inc., Willamansett, Mass.; C. A. 
Wyatt, Debevoise-Anderson Co., Bos: 
ton. 
Program details follow: 


Friday, Oct. 14 


9 a.m.—Registration, 

10 a.m.—Address of Welcome: C. Richard 
Soderberg, dean of engineering, MIT. Chai: 
man, Henry G. Stenberg, Draper Corp 
Hopedale, Mass. 

10:15 a.m.—Ferrous and Nonferrous Session: 
‘“‘Green Sand Casting Finish,’’ Raymond F 
Meader, Whitin Macnine Works, Whitinsville, 
Mass. Chairman, William J. Francis Jr 
Draper Corp., Hopedale, Mass.; co-chairman, 
Thomas I, Curtin, Waltham Foundry Co., 
Walthain, Mass, 

1:30 p.m.—Ferrous Session: ‘‘Effect of Gases 
and Trace Elements on Cast Iron,’’ Fred C 
Barbour, metallurgical engineer, Pig Iron 
Division, Republic Steel Corp., Cleveland 
Chairman, Frank A. Soukup, the Bullard 
Co., Bridgeport, Conn.; co-chairman, William 
Sommers, Plainville Casting Co., Plainville, 
Conn. 

1:30 p.m.—Nonferrous Session: ‘‘Crucibles and 
Refractories: Their Care and Maintenance,’’ 
George T. Hubbell, sales manager, American 
Refractories & Crucible Corp., North Haven, 
Conn. Chairman, F. D. Volpe Jr., Somer- 
ville Machine & Foundry, Somerville, Mass. ; 
co-chairman, George Morgan, Warwick Brass 
Foundry, Warwick, R. I 

3 p.m.—Ferrous Session: ‘‘Economical Mech 
anization of Small Foundries,’’ Chester 
Thomas, National Engineering Co., Chicago. 
Chairman, Warren Murdock, Acme Foundry 
Co., Chelsea, Mass.; co-chairman, Albert 
Rudnickas, Producto Machine Co., Bridge 
port, Conn. 

3 p.m.—Nonferrous Session: ‘‘Manganese and 
Aluminum Bronze Foundry Practice,’’ 
Charles V. Knobeloch, metallurgist, R, Lavin 
& Son Inc., Chicago. Chairman, Patrick 
Malloy, Scovill Mfg. Co., Waterbury, Conn. ; 
co-chairman, Joseph Torrey, Torrey Roller 
Bushing Works, Bath, Me. 

6:30 p.m.—Conference Dinner. Speaker to be 
announced. Chairman, Prof. Howard F 
Taylor, MIT; co-chairman, Thomas I, Curtin 
Jr., Waltham Foundry Co. 

Saturday, Oct. 15 

S a.m.—Registration 

9 a.m.—Ferrous and Nonferrous Session: 
“Casting Defects,’’ W. A. Hambley, Charles 
A. Krause Milling Co., Milwaukee. Chairman, 
Lewis Greenslade, Brown & Sharpe Mfg 
Co., Providence, R. I.; co-chairman, Edward 


Chad, Standard Foundry Co., Worcester 
Mass. 
10°30 a.m.—Ferrous Session: ‘‘Some Aspects 
of Sand Practices for the Small Foundry,’ 


William G. Parker, General Electric Co 
Schenectady, N. Y. Chairman, R. Walker 
Whitin Machine Works, Whitinsville, Mass 


co-chairman, Joseph B. Stazinski, General 
Electric Co., Everett, Mass. 
10:30 a.m.—-Nonferrous Session: ‘‘Plaster 


Molding,’’ Julius Ferrari, Gorham Mfg. Co., 
Providence, R. I. Chairman, Walter Carlson, 
Carlson Pattern Works, Springfield, Mass 
co-chairman, Elmer Brown, Raweliff Found 
ry Co., Providence, R. I. 

12 noon—Lunch, 

1:45 p.m.—Ferrous and Nonferrous Session: 
“Gating and Feeding,’’ Michael Bock II 
Exomet Corp., Conneaut, O. Chairman, 
Romeo Lamoine, Fitchburg Foundry Ine 
Fitchburg, Mass.; co-chairman, Carl] Erick 
son, Franklin Foundry, Hyde Park, Mass 

3:15 p.m Conference adjournment 
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ing of undesirable shape. A parting 
carried beyond tue line wiil 
cause a wave in the plate that will 
not allow the casting flask to set 
solidly against the pattern. 

All partings must reach the part- 
ing line of the flask within the in- 
side limits of the flask to be used 
for casting. To determine where 
the partings should be cut, the flask 
for casting is placed on the 


TiaSk 


used 


drag mold and a line drawn on the 
surface of the 
later to 
must be 


line is 
the 
the 


This 
where 
where 


mold. 
determine 
cut and 


used 
gates 


spacers are to be placed. 

Because matchpiate patterns are 
drawn from the sand at right angles 
to the flask face, patterns of angle 
draft must be bedded or supported 
in such a manner that they can be 
withdrawn vertically wilhout dam- 
age to the mold. 

After the drag had been rammed 
on the false cope, the entire mold 
was rolled, the false cope removed 
and the parting cut in the drag in 
the same manner as though the 
mold were to be used for ordinary 


casting. All parting surfaces were 





Cleaning a water-cooled elec- 
trode holder to smooth out 


parting lines, gate ond riser 


contacts, etc. 


CAN YOU HANDLE 
BERYLCO? 


Ww ; of 

e will be glad to assist any ments 
in handling beryllium 
copper Write, 
wire or phone today. For a com- 


plete listing of available alloys, 


foundry 
casting alloys. 


write tor your free copy of the 
Berylco Product Directory. 


lium copper 


Pouring the water-cooled electrode holder shown in the 
picture below at City Pattern Foundry and Machine Co. 


A typical foundry specializing 
in beryllium copper 


City Pattern Foundry and Machine Co., of Detroit, 
started operations 41 years ago with three men in a 
20’ x 30’ room. Today it employs 300 men in a plant 
area of 50,000 square feet, and can provide a complete 
service from blueprint to machined castings ready for 
assembly. Most of the Berylco castings City Pattern 
produces are of high-conductivity, high-strength beryl- 
alloys for various resistance welding 
applications. Many welding jaws, resistance welding 
dies, and electrode holders are now being cast in 
Berylco, particularly where size and shape 
as in the holder shown on the left 
the economic use of wrought materials. Berylco resists 
heat checking, mushrooming and sticking. Its added 
hardness, as compared with other alloys, gives better 
service under the high pressures met in welding mate- 


require- 
prevent 


rials like stainless steel. 


THE BERYLLIUM CORPORATION 
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Representatives in principal world-trade centers 








Any roughness in 
the drag parting will be reflected as 
roughness in the finished plate. 


slicked smooth. 


To determine the exact parting 
line, the pattern was rapped lightly 
after the approximate parting had 
been cut, the pattern slightly with- 
drawn, then returned to the mold. 
This action will break the sand 
where a backdraft occurs, and the 
sand thus loosened can be blown 
from the mold and the true parting 
smoothed down. 

After parting material had been 
dusted on the drag, the excess was 
blown from the mold surface. Be- 
cause the entire mold surface is 
to be used as casting surface, any 
excess parting material which might 


be removed after the mold is com- 





Fig. 7—View shows pattern and 


cast matchplate. Heavy risers 
are needed with cast aluminum 
to feed the heavy plate section 


plete would tend to cause roughness 
of the plate. Although such rough- 
ness may not affect the future cast- 
ing, it will detract from the appear- 
ance of the matchplate. 

Gating of the mold was done 
through cores placed on the drag and 
located by the lines drawn on the 
mold surface. The placing of gate 
cores obviates cutting gates into the 
If the gating for the 
casting is to be incorporated into 
the plate, attention must be paid 
to the enlarged cross-section they 
create. Risers must be placed to 
feed the shrinkage of metal at that 
point. 

Care should be 
ming the cope with the peen. 
into the 
wave 


mold cavity. 


ram- 
Any 
drag 
in the 


exercised in 
impression rammed 
will be reflected as a 
finished plate. 

After the mold 
and the patterns withdrawn, 
and runner bars, of the same type 
as those to be used in casting, can 
be cut into the mold. These should 
be slicked smooth to avoid excessive 
finishing work after the plate has 
been cast. 

Spacer bars are placed on the drag, 
located by the lines drawn there 


has been opened 
gates 
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JUNIATA Bank Sand, 
the universal foundry 


te sand, has a 
UNIVERSAL FOUNDRY SAND 


natural 
priming coat which 
readily takes clay bond and mixes easily. It permits 
hard ramming, produces sharper profiles and makes an 


ideal facing sand base. 


JUNIATA, as a molding sand, retains the desirable fea- 
tures of a natural sand; at ihe same time, having ample 
permeability, it assures finer finished castings. 


JUNIATA, as a shell molding sand, has the required 
physical qualities and right grain pattern. 


JUNIATA Bank Sand is available either raw or artificially 
dried in several grades ranging from AFS 85—110. 


GREAT LAKES FOUNDRY SAND CO. 


UNITED ARTISTS BUILDING, DETROIT, MICHIGAN 
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MOLDING SANDS 
SHELL SANDS 
SILICA SANDS 
BLAST SANDS 
BENTONITE 
RE-BONDING CLAYS 
FIRE CLAYS 
REFRACTORIES 
SHOT 

GRIT 

ABC COKE 





When the parting was cut, and the 
mold is closed. The bars extend the 
full length of the flask. They serve 
to retain the metal and to determine 
the size and shape of the match- 
plate. If the spacers used for small 
plates are too thick, the possibility 
of shift is increased. For small 


plates, the spacers should be 5/16 
to %, inch in thickness, depending 
on plate area. 

Small plates can be poured in 


green sand molds, but the finish of 
larger plates will be enhanced if 
the mold is skin-dried before it is 


Want core plates — 
that SAVE MONEY? | 


You get real long term economy with 
Transite* Core Plates. Their initial 
cost is low...and their maintenance 
cost negligible. Transite Core Plates 
are tough and _ corrosion-resistant. 
They are made from an asbestos and 
cement composition by a_ special 
Johns-Manville process. They resist 
shock and corrosion ... will not crack 
or break easily. 


Here are other important reasons 
for using Transite Core Plates: 
THEY SPEED PRODUCTION— 
Transite Core Plates are easily han- 
dled. They’re simple to clean, too, 
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... then use TRANSITE CORE PLATES 
for easy handling, low maintenance, long life! 


poured. Molds should be _ inclined 
to a 15-degree angle, with the sprue 
at the lowest point. To avoid metal 
penetration of the sand, pouring 
should be done with metal as cool 
as possible. 

On the mold for the ‘Oscar’ pat- 
tern, additional height was added to 
the riser by ramming a riser cup. Af- 
ter the mold had filled and the gate 
had frozen, additional metal was fed 
into the riser. Because the heaviest 
section of the plate is usually in the 
center, it is not possible to side riser 
the casting, and top risers are the 













since core wash, sand, etc. do not ad- 
here to them as readily as to other 
core plate materials. 

THEY MAINTAIN ACCURACY— 
Foundrymen who have used Transite 
Core Plates for years report minimum 
warpage. 

For cores of large mass and small 
surface area, perforated Transite Core 
Plates are also available to eliminate 
green cores and reduce baking time. 
For full details, write eae 
Johns-Manville, Box 3 

60, New York 16, Mi 
New York. oucrs 
*Reg. U. S. Pat. Off. 


Johns-Manville TRANSITE CORE PLATES 


Made of Asbestos 














only means of feeding the shrinkage 


of the matchplate. Because alumi- 
num is a light metal, high risers are 
necessary to provide static pressure. 

After gates and risers have been 
removed, very little finishing of the 
matchplate should be _ necessary. 
Necessary finishing can be done with 
Swiss pattern files and a file ground 
to a scraper blade. After a sample 
has been cast, any fins on the cast- 
ing can be corrected by filing the 
matchplate in the places where the 
fins have developed. 

If flat plates are needed on which 
to mount loose flatback, or split pat- 
terns, they can be made by the same 
method: Placing spacer bars be- 


tween the cope and drag before clos- 
ing the mold. 


Ramming both cope 








Fig. 8—Matchplates made by the 
method described by the author 


and drag on a smooth, level surface, 
placing the spacer and pouring into 
the cavity provided by the spacer 
will produce flat plates of the correct 
shape and size. 


Foundry Equipment Makers 
To Meet In Mid-October 


A discussion of “Foundry Products 
in Relation to the Automotive In- 
dustry” by Frank X. Bujold, manager 
of foundries, Ford Motor Co., Dear- 
born, Mich., will be a feature of the 
37th annual meeting of the Foundry 
Equipment Manufacturers Associa- 
tion. The event will be held at the 
Greenbrier Hotel, White Sulphur 
Springs, W. Va., Oct. 13-15. 

Meetings on the first day will cen- 
ter on topics of interest to the vari- 
ous product groups comprising the 
major components of foundry equip- 
ment. These include blast cleaning 
and tumbling, dust and fume control, 
flasks and accessories, material han- 
dling and processing and molding and 
coremaking machines. 

In the general business _ sessions, 
open discussions will be held on prob- 
lems affecting the industry, business 
trends in the economy and the rate 
of activity in the foundry equipment 
industry. The FEMA statistical pro- 
gram will be analyzed and _inter- 
preted, and the operations of the 
Washington office will be reviewed. 
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Enot Foundry uses Cities Service No. 62 Core 
Oil for all cores, from 5 ounces to 5000 pounds 


SURROUNDED BY CORES stands H. 
Sleicher, Treasurer in Charge of Sales. 
Having just switched to Cities Service 
No. 62 Core Oil, he reports it dries 20° 


faster, increases production, lowers costs 


September 1955 


Located in Wayne, Michigan, Enot Foundry is one of the cldest 
foundries in the State and has enjoyed continuous operation under 
the same management since its formation in 1921. 

With a melting capacity of 50 tons per day, Enot turns out automo 
tive, machine tool, and business machine castings, as well as many 
others... castings from 5 ounces to 5000 pounds! Yet for every one, 
Enot uses the same core oil... Cities Service No. 62! 

Says H. Sleicher, Treasurer in Charge of Sales: ‘Not only does 
Cities Service No. 62 eliminate the need for many different core oils, 
it also dries 20% faster than previous oils and has consequently in- 
creased production. In addition, blows have been practically elimi- 
nated and we find that we use less oil per core, thus saving on costs.” 

In foundry after foundry, the story varies but the praise continues 
... praise for Cities Service Core Oil. Find out why. Call in a Cities 
Service Lubrication Engineer. Or write: Cities Service Oil Company, 
Sixty Wall Tower, New York 5,N. Y. 
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ROLLED A BIG ONE 
OVER WITH 4 SETS 
(ALL BY MYSELF TOO - Boy! ) 


4 en 


COPE LIFTING HELPER 
SUBSTITUTE 
(FOR ONE-MAN FOUNDRIES ) 


|X. INTO SLOWED DOWN 
DRILL PRESS CHUCK 


NON-AUTOMATIC PiG 
MOLD CUTTER 


SEM) - DE-BEADED ORANGE 


JUICE CAN 


>, SCRAPES SAND OFF 


¥Z, BOTTOM PLOWS IT UP TOO 





By RALPH L. LEE 





Lee Hobby Foundry Gimmicks 


“I’m more convinced than ever that the foundry offers a wide open 
field for all of the ingenuity that anyone cares to invest in it” 


S LONG AS I live Ill never for- 
A get my Grandpa Lee (that’s my 
molder grandpa) wagging his long 
finger in my face when I was a kid 
and with just a twinkle in his eye 
saying, “If I ever catch you even 
making a pass at trying to get a 
job in the foundry, I’ll whop you 
within an inch of your life.” He said 
this while getting ready to show me 
how to mold in a little flask he had 
just made for me. 

From that day to this, I’ve been 
hearing seasoned and_ successful 
foundrymen call themselves boobs for 
not having had sense enough to get 
out of the foundry years ago, al- 
though they knew full well they’d 
be like fish out of water away from 
it. I’ve never heard a very good 
reason for this almost universal hy- 
procrisy. For we all know, there’s 
something about learning how to 
make things out of molten metal in 
sand that gets into the blood and 
stays there to the end. 

Maybe it’s the endless number of 
loopholes the craft provides us for 
getting in and out of trouble that 


makes it so much a challenging ad- 
venture. Then there’s the bang you 
get out of pulling rabbits out of hats 
—doing what on the face of it and 
at a time seems literally impossible. 
Nothing is ever exactly the same, 
nothing will stay put, and there seem 
to be more combinations of circum- 
stances to deal with than in almost 
any other business you can think of. 
But the more I visit foundries and 
foundrymen, the more it begins to 
lecok as though one of the things 
that keep foundrymen wedded to the 
craft is a collection of gimmicks they 
have tucked up their sleeves—tried 
and proven gimmicks which they 
know from experience will help them 
do the trick in the face of seeming 
stone walls, straitjackets, dilemmas 
and emergencies of one kind and an- 
other. A gimmick is defined as “any 
small device used secretly by a ma- 
gician in performing a trick.” 
John Kenny, a retired foundry 
owner and a regular visitor to the 
Lee Hobby Foundry, I am happy to 
say, has more gimmicks up his sleeve 
than any other foundryman I have 
ever met. He’s made just about 
every kind of a casting there is, 
from a few ounces to tons and tons. 
On his last visit, he found me low- 
er than the belt buckle of a garter 
snake. A job had just been taken 
away from me. Marshall Fredericks, 
nationally known sculptor, had given 
me a beautiful plaster figure to cast 
in bronze. After building a special 
flask, a great big one, for me at least, 
since it held 350 lb of sand, I made 
five tries with a rugged parting line 
each time and with no luck, Hav- 
ing no helper, I was trying to lift 
the cope with a chain block and two 
spirit levels. (Mother refuses to 
overstep organizational lines.) 





MAKE IT YOURSELF 
LABORATORY SAND 
CONDITIONER (MIXER) DEEP HEAP SAND 
WORKS DARNEDGOop! SAMPLER 


KUBS SAND (FOR ME) 
AGAINS BOTTOM 


John Kenny (if he had only come 
sooner!) told me about wedges. I 
have sketched their portraits under 
the title ‘cope lifting helper substi- 
tute.” According to John, you lift 
one corner of the cope at a time, 
just a wee bit, shoving in the wedge 
to hold the lift gained. Around you 

















Sketches illustrate a number of Lee Hobby Foundry gimmicks, including such 
items as a C-clamp for rolling over flasks, wooden wedges for lifting heavy 
copes, a pig mold cutter, a homemade sand conditioner and a sand sampler 
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PLAN VIEW OF OSBORN MULTIPLE STATION AUTOMATIC 
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AUTOMATIC MOLDING. Finished half molds...at | AUTOMATIC CORE BLOWINC 
rates of 300 and more per hour. of cores produced at one tim 
360 blown cores per hour. 
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Osbou. Quitomation 


FOR 
QUALITY 
DEPENDABILITY 
LOW COST 


You can save money now with Osborn’s newest devel- 
opments in automation for the foundry . . . whether 
your production runs are large or small. 





FILL STATION oe As the leader in foundry automation, Osborn can fur- 

nish you many different kinds of automatic machines 
for making molds and cores. These machines operate 
on automatic time cycles to maintain uniform, high 
quality production throughout the day. They are easy 
to set up, quick to change-over from job to job. 


Benefit by Osborn’s 45 Years’ Research 


See what newest advancements in automation are 
coming from one of the oldest, most experienced foun- 
dry equipment builders.. Write The Osborn Manufac- 
turing Company, 5401 Hamilton Avenue, Cleveland 
14, Ohio. 


THE Os80RN MANUFACTURING COMPANY 


Leader in Automation for the Foundry 


© 1955 THE OSBORN MANUFACTURING COMPANY 




















go from corner to corner until you 
can trust the hoist. I had never 
heard of such a thing. He also 
showed me how to chamfer (angle) 
the guide pins specially for a one- 
man operator. 

I felt highly complimented when 
John nodded his head over one of my 
gimmicks. John isn’t what you'd 
call demonstrative! I had to roll my 
big flask over and had nary a clamp 
big enough. So I wiggled my way 
out of this dilemma with some pieces 
of 2 x 4 planking and some pattern 
shop clamps. A portrait of this 
streak of genius I have sketched with 
loving care. 

Having gotten into the mood for 
gimmicks and drawing, I now wish 
to prezent another work of art en- 
titled ‘nonautomatic pig mold cut- 
ter.’ Almost every foundryman who 
visits us approves this silly little old 
device for pigging left over metal. 
Before my invention I had made a 
pattern for a pig mold and cast it 
out of iron—then a set of patterns 
on a board, but I found them too 
much trouble to use. With some 
sand always handy and several sizes 
of topless and bottomless cans with- 
in reach I almost can make my pig 
molds with one hand on the ladle 
handle. This is elementary, “dear 
Watson,” but mighty, mighty handy. 

Having gone plumb to seed on gim- 
micks, I now present my “deep heap 
sand sampler.” Since I have read 
the AFS handbok on sand, I have 
become practically reverent toward 
the prescribed ritual for securing 
sand samples which accurately rep- 
recent the heap or system. In my 
recent researches, I use two-quart 
mason jars for prepared specimens. 
They are splendid for holding mois- 
ture as is. But even in such close 
quarters and in spite of careful prep- 
aration, there are differences from 
top to bottom, particularly when you 
are doing split-hair work. Mimick- 
ing the geologist’s test boring tech- 
nique, I shove my brass tube down 
into the sample or heap and with a 
very light ram or two with a wooden 
dowel rod bring out a specimen 
which I have found to be truly rep- 
resentative. 

Finally, my last work of art rep- 
resents a pet gimmick for mixing 
sand specimens with the drill press. 
With Mother (Mrs. Lee, chairman of 
the board and also treasurer) hold- 
ing the purse strings at a strangula- 
tion tension, those cute little labora- 
tory sand mixers are entirely out of 
reach. So ingenuity came to the 
rescue in a Goldberg vein. I hope 
my sketch is self-explanatory. 

The sand is held in an old family 
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Even workers wearing 


glasses say they 


“never had it 


SO 


High flexibility 
Pliable frame permits wearing 
for hours in comfort. 





Easy-to-change lens 

Replaceable lenses cut cost—no 
need to replace entire goggle. 
“ens held firmly in molded groove 


Wearing comfort 

Channeled sides of frame give 
comfortable clearance over spec- 
tacle temples. 





Light in weight 
Can be worn all day without 


fatigue—encourage continuous 
protection. 

ac wy) 

AZ, 

(} (eo Teh» 


[- -— 


Impact resistance 

Pass recognized tests for impact 
protection as listed in Federal 
Specification GGG-G-53la, Gog- 
gles and Spectacles, all plastic, 
industrial. 











COMFORTABLE !"” 


Workers who wear prescription glasses—even big 
plastic frames—are mighty glad to get the extra 
roominess provided by NO. 930A MONOGOGGLES. 


Its greater clearance results in utmost comfort. 


Exclusive Willson features described at left encour- 
age workers to wear these sturdy MonoGoggles. 
Note how large flat .060 plastic lens 
‘picture-window’’ scope of vision—how the deep 


provides 


transparent light green frame admits side vision 


while eliminating glare. 


Ask your Willson distributor to demonstrate its 


unique protection against light impact hazards like 
those found in spot welding, buffing, woodworking 
and chemical handling. You have a choice of venti- 


ited or non-ventilated frames, clear or 
] + 
] 


astic lenses. Bulletin 


green 
mailed promptly on request. 


Every exclusive feature in . 

NO. 90A MONOGOGGLES 
adds up to Lightweight Comfort — Extra 
Convenience — Superior Impact Resistance ! 


) 


improved 


KLE» More than 300 Safety Products 
Carry This Famous Trademark 
style by ‘is 


WILLSON 


Leaders in Research and Development of Safety Equipment Since 1870 


237 WASHINGTON ST., READING, PA. 


















DON’T GAMBLE 
dust! 


with 





Your winning hand is 


Pangborn Dust Control! 


If your operating costs are high due to uncontrolled dust, 


your best bet is Pangborn U 


nit Dust Collectors! Designed 


to give thorough, efficient dust control at an individual 


operation, they require little 


floor space and can be located 


anywhere. Pangborn Dust Collectors save you money by: 


@ Reclaiming valuable mate 


@ Reducing dust damage t 
finished products 


rial 


© expensive machinery and 


@ Cutting plant housekeeping costs 
@ Speeding production—improving working conditions 


Investigate Pangborn Unit Dust Collectors now! Shipped 


assembled .. . $545 and up. 


For additional informa 


tion, write: PANGBORN 


CORPORATION, 1400 Pangborn Blvd., Hagers- 
town, Md. Manufacturers of Dust Control and 
Blast Cleaning Equipment. 


Pangbor 





CONTROLS DUST 
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heirloom, an aluminum soup kettle, 
and mixed against a disk of masonite 


in the bottom. It’s held to the drill 
press table with two simple wooden 
clamps. A wooden, jig-sawed dough- 
nut over the biggest diameter of the 
driven step cone pulley reduces the 
spindle speed. 

We mix 4 pounds of sand in a 
hurry, and it’s nice and fluffy too. 
Later I’m going to set the mixer up 
on its own out where it belongs, 
with the other sand stuff. I don’t 
like sand dragged into the pattern 
shop, 

Yes! I’m more convinced than 
ever that the foundry offers a wide 
open field for all of the ingenuity 
anyone cares to invest, even for the 
expression of personal preferences 
and downright peculiarities. In spite 
of the progress we are making to- 
ward the standardization of foundry 
practices and equipment, I don’t 
think the day will ever come when 
the opportunity to gather our own 
private and personal gimmicks will 
be crowded out. To my way of 
thinking the foundry will always be 
as much a craft as it is a science. 
I like it very much, 


Walworth Co. Establishes 
New Research Laboratory 


To speed development of valves and 
fittings for use in nuclear power sys- 
tems, Walworth Co., 113-year-old 
manufacturer of valves and fittings, 
is establishing a new Research and 
Development Division at Boston. 

Objectives include: 1. Design and 
development of valves for use in nu- 
clear reactors, reactor components 
and auxiliary equipment. 2. Devel- 
opment and design of automatically 
controlled valves for applications in 
the general field of automation. 3. 
Evaluation and improvement of ex- 
isting Walworth product processes. 

The new laboratory is expected to 
be in full operation by October. The 
company plans then to add to its re- 
search staff as consulants several 
outstanding experts in the fields of 
physical and process metallurgy, nu- 
clear engineering and design of auto- 
matic and remote control devices ap- 
plied to valves. Head of the new 
program is Dr. Forest C. Monkman 
Jr., a specialist in metals testing and 
research. A graduate of Massachu- 
setts Institute of Technology, he has 
been manager of the New England 
Materials Laboratory of Boston 
where he had responsibility for met- 
als development and testing programs 
assigned by industrial firms and the 
Atomic Energy Commission Labora 
tories at Oak Ridge, Tenn. 
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now available 


for immediate delivery. 





Who? Where? 





Metals Melted? 








Melting Equipment & Capacity? 





Departments Operated? 





Casting Methods? 








- e For many years, FOUNDRY has conducted an intensive census of the 
’ foundry industry in the United States and Canada . . . every two years, 
basic information on all foundries is published in Penton’s Foundry 


List and Directory. PRICE: $100 PER COPY 
) orders now being taken for 


The 1955-56 Edition of PFL is now available. It gives comprehensive immediate delivery. 
; information on all of the 6,208 metal casting plants in the U. S. and 
Canada. It tells who they are and where they are located; what metals 
they melt, their melting equipment capacities, and departments operated. 


Well-indexed, and in loose-leaf form, PFL is useful to casting buyers 
- F and foundry suppliers. For prompt delivery, write: Book Department, 
#4 FOUNDRY, 1213 West Third St., Cleveland 13, Ohio. 














s Serving Foundrymen 








WHEREVER METALS 





A PENTON PUBLICATION, PENTON BUILDING, CLEVELAND 13, OHIO 











LARGE AREA BLAST CLEANING... 








BORON CARBIDE 


JOB ILLUSTRATED... 


Cleaning welded section 
of steam generation 
plant condenser 

prior to painting 


Soa 





If you’re blast cleaning large areas prior to painting — or clean- 
ing small openings — there’s a NORBIDE Pressure Blast Nozzle to 
give you maximum blast cleaning efficiency at minimum cost. 


These rugged nozzles — lined with NORBIDE Boron Carbide, the 
hardest manufactured material commercially available — maintain 
stream contour and last hundreds of hours longer than any other 
nozzle made, eliminating expensive nozzle changing. Available with 
bores ranging from Ye” to 7s” with either flanged or threaded fittings. 

Try ‘em on your toughest blasting jobs. For full details, write for 
your free copy of Form 543. 


NORTON COMPAN Y 
43 New Bond Street, Worcester 6, Mass. 


NORBIDE?. . . he Longest Nozzle Life you can buy 
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Fig. 1—View at the left illustrates perimeter reinforcing rib. At 
the right, view shows cavities and surface which matches the corebox 





Fig. 2—Showing a blow-in type drier at left, transfer type at right 


Dual Purpose 


PLASTIC CORE DRIERS 


HE Fiberite Corp., Winona, 

| Minn., has recently developed a 

high-impact, _ heat-resistant, 
thermosetting molding compound 
suitable for all core drier applica- 
tions. Driers made from this mate- 
rial can be used in both high-fre- 
quency dielectric ovens and in hot 
air type ovens. Designated as Fiber- 
ite 4030, the product is made of a 
special type of phenolic resin rein- 
forced with fiber glass. Its general 
specifications are: 

1. Low unit cost for relatively high 
volume drier requirements. It can be 
molded at very low pressures in in- 
expensive cast aluminum molds. 

2. High mechanical strength to 
withstand abuse in foundry. 

3. Ability to accurately reproduce 
mold dimensions and finish. 

4. Resistance to abrasion when used 
as one-half of corebox in blow-in type 
driers. 
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By DON W. SCHMANSKI 
Development Chemist 
Fiberite Corp. 
Winona, Minn. 


5. Exceptional dimensional stability 
during heating and cooling. 

6. Specific electrical properties re- 
quired for use in dielectric ovens. 
Temperature of the drier in a dielec- 
tric oven will raise just enough to 
prevent any water condensate form- 
ing under the sand core. 

A finished core drier must have 
these design features: 

1. It must be rectangular in shape 
and of a size suitable for all types of 
core baking ovens. 

2. It must have a reinforcing rib 
around the perimeter and cross ribs 
under each cavity. These ribs are ta- 
pered to give draft for ease in mold- 
ing. It is also very important that 
the cross-sectional thickness of the 





Fig. 3—This shows the trans- 
fer type drier with sand core 





Fig. 4—Top view illustrates 
cavity of mold and contour of 
core. Bottom view shows force 
plug and its reinforcing ribs 


drier be constant. This also increases 
the dimensional stability of the drier. 

3. On a multiple cavity drier, the 
cavity layout must be symmetrically 
proportioned. 

4. An important factor for blow-in 
type driers is that the surface of the 
drier must be matched with the core- 
box and be flat and smooth. 

Fig. 2 shows a typical blow-in drier 
(left) and a transfer type drier. This 
transfer type drier is not used as one 
half of corebox, but merely as a 
drier to which the core is transferred. 

Molds used in molding the driers 
are made simply and inexpensively. 
Basic metals used for these molds 
are pressure-cast aluminum, iron, 
kirksite, bronze and beryllium alloys. 
Aluminum is often prefered, being 
light weight and having good thermal 
conductivity. 

The mold is usually of the box type 
as shown in Fig. 4. The force plug 
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Entrance to new plant of Capitol Foundry Division, National Malleable & Steel Castings Co., near Phoenix 


Arizona Site of One of Country's 


NEWEST FOUNDRIES 


ODERN architecture that is typi- 

cal of the Southwest—though per- 
haps not of foundries—is incorporated 
in the attractive main entrance and of- 
fices shown here of one of the coun- 
try’s newest and most modern found- 
ries. The plant is that of the National 
Malleable & Steel Castings Co., 
known as the Capitol Foundry Divi- 
sion. It is located near Tempe, Ariz., 
a few miles from Phoenix. 

The foundry has two main depart- 
ments. One is for the production of 
cast steel grinding mill balls used 
extensively in the mining industry; 
miscellaneous carbon and alloy stee’!. 
Ni-Hard and gray iron castings are 


made in another area. The ball found- 
ry has been in production since early 
this year. Installation and arrange- 
ment of equipment for producing 
other castings is nearing completion, 
and operations are increasing each 
month. 

The plant is modern in all respects, 
well lighted and airy. Arizona’s mild- 
to-hot weather permits elimination of 
side walls from the foundry proper. 
Layout of the plant is somewhat un- 
usual in that a 137 x 148-ft service 
building is located in approximately 
the center of the foundry. This build- 
ing, an enclosed structure, houses 
laboratories, offices, storerooms and 


pattern, carpenter, electrical, machine 
and pipefitters shops. Its location 
makes it convenient to all foundry 
departments. 

Melting units consist of four direct- 
are electric furnaces for melting both 
steel and iron. Two are 7-ton capa- 
city, the others 9 and 10 tons. Mold- 
ing equipment for making muscellan- 
eous castings includes a sandsiinger, 
which rams molds on a turrtable, a 
squeezer line of four machines and 
two pairs of automatic cope and 
drag jolt-squeeze machines. Both }-al- 
let and car type conveyurs are used 
to handle molds. Complete heat treat- 
ing and quenching facilities are pro- 
vided. 

The foundry can produce castings 
up to 1 ton in weight and has a 
monthly capacity of about 750 tons. 
The plant is laid out so that this ca- 
pacity can be doubled with little ad- 
ditional construction. 





(below) should contain the reinforc- 
ing ribs. The cavity of the mold pro- 
vides for the surface of the drier in 
which the contour of the sand core is 
molded. This cavity must be designed 
to allow adequate loading space for 
material. The bulk factor is high due 
to the fiber glass used for reinforc- 
ing. On this particular mold the 
knock-out pins are located in the cav- 
ity. The mold is inverted and the pins 
are lightly tapped to eject the drier. 
If the mold is mounted in a press, the 
knock-out pins are usually in the 
force or punch. In this case, the mold 
is designed so that the drier will hang 
to the punch which is withdrawn from 
the cavity at the end of curing cycle. 
The pins then push drier off of the 
punch. ; 

Fiberite 4030 can be molded under 
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pressure as low as 200 psi which 
means that the large and expensive 
presses normally used for high-im- 
pact phenolics are not required. This 
material should be molded at 300° F 
for best results. The curing cycle is 
dependent on thickness of sections. 
Three minutes is a normal cure for 
1g-in. sections, and the time required 
for others varies accordingly. 

For driers to be used in hot air 
ovens, a post cure is necessary to 
achieve maximum heat resistance. 
For driers to be used only for dielec- 
tric ovens, this post cure is not re- 
quired. 

The author thanks John David, 
Paul Bury, and Paul Fina, executive 
members of the Fiberite Corp. for 
their assistance in the presentation of 
this article. 


Prints Booklet on Band Saws 
Printed copies of Simplified Prac- 
tice Recommendation R214-55, Met- 
al-Cutting Band Saws (Hard Edge, 
Flexible Back), originally issued in 
1945, now are available from the 
Commodity Standards Division, Of- 
fice of Technical Services, U. S. De- 
partment of Commerce, It covers 
types and sizes of hard-edged, flex- 
ible-backed, metal-cutting band saws 
recommended for regular stock pur- 
poses. Copies are 5 cents each from 
the Superintendent of Documents, 
Government Printing Office, Wash- 
ington 25, D. C., or from any field 
office of the Department of Com- 
merce. A 25 per cent discount will 
be allowed on orders for 100 or more 
copies mailed to a single address. 
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| no matter j 
hich way you move ; 


JEFFREY belongs § 
in the picture 













LIFT it UP 
APRON CASTINGS CONVEYOR 










LET IT DOWN 
MOLDERS HOPPERS 





CONVEY IT ACROSS WHEEL IT AROUND 
SAND HANDLING BELT CONVEYOR UNIVERSAL MOLD CONVEYOR 









Today’s featured performer in any foundry 
action scene is Jeffrey. You can’t beat experience 
.. and Jeffrey handling equipment has been tried, 
tested and proved in hundreds of foundries . 
every kind... every size... for years and years. 








Most improved, cost-cutting methods have been 










Jeffrey engineered. So give us your problem, 
whether it involves a complete system or a single 
unit for a particular handling step. Comparison 
will prove Jeffrey belongs in your moving picture. 










AUTOMATIC MOLD DUMPER 


“DEFFR 


IF IT'S MINED, PROCESSED OR MOVED 
.- IT'S A JOB FOR JEFFREY! 


Write for Jeffrey Catalog No. 845 





ESTABLISHED 1877 


MANUFACTURING CO 


Columbus 16, Ohio 


sales offices and distributors 
in principal cities 
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Detroit— Automotive gas turbine 
engines are assuming front position 
in the planning and thinking of au- 
tomotive company and alloy supplier 
management. Proximity of the tur- 
bine to general use in automobiles 
is indicated by the fact that alloy 
suppliers are holding top level meet- 
ings with principal automotive com- 
panies, individually, to determine 
what their needs will be. Alloy sup- 
pliers also are holding meetings with- 
in their own organizations to plan 
production so that they will not be 
caught with their stock piles down 
on materials needed for turbine en- 
gine parts. 

Automotive companies them- 
selves are in an “on-the-fence” posi- 
tion. All the major ones and at least 
one of the independents have turbine 
engines in various stages of develop- 
ment. The question of who will in- 
troduce the engine first has them all 
on edge. Some are closer to produc- 
tion models than others. 

The whole situation is influencing 
plans for next year’s reciprocating 
engines. As an example, the use of 
aluminum in recent models has been 





increasing, and use for the 1957 
model was to be accelerated. In this 
respect at least one company is in 
a quandary. It faces current meet- 
ings with aluminum suppliers to de- 
termine tonnage quotas. Yet it does- 
n’t know how far to go in making 
design changes in parts which are 
to be switched to aluminum from 
other metals, because by the time 
the parts are needed there may be 
a hectic scramble to get the turbine 
in production. And there won’t be 
much aluminum in turbine engines. 

Turbine thinking also has its ef- 
fect on needed expansion of auto- 
motive gray iron foundries. One shop 
has realized the need for expansion 
for two years but is continually post- 
poning it, pending turbine engine de- 
velopment. Another foundry put off 
expanding as long as it could but 
finally embarked on a _ program 
about a year ago because of the press 
of current model competition. 

As it looks now, the tonnage of 
gray iron castings in turbines will 
be low. As one automotive man high 
in management put it, “All foundry 
practice common in piston engine 





partment of Labor. 
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FOUNDRY APPRENTICES: A foundry training meeting was held in Wash- 
ington, on July 20, by the Bureau of Apprenticeship of the U. S. De- 
These representatives of government and_ industry 
were present to discuss an apprenticeship program for the foundry in- 
dustry. Seated, left to right: Cal C. Chambers, Texas Foundries Inc.; 
Fred G. Sefing, International Nickel Co.; W. J. Klayer, Aluminum In- 
dustries Inc.; and B. C. Yearley, National Malleable & Steel Castings 
Co. Standing, left to right: John S. McCauley, Bureau of Apprentice- 
ship; W. C. Christensen, Bureau of Apprenticeship; Herbert F. Scobie, 
Modern Castings; William J. Moore, Bureau of Apprenticeship; Frank G. 
Steinebach, FOUNDRY, and Richard Brown, Bureau of Apprenticeship 
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Philadelphia 
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production will be outdated when the 
turbine engine comes. New foundry 
developments and much ingenuity on 
the part of foundrymen are needed 
to furnish many of the parts, partic- 
ularly rotating parts, for turbines.” 

General consensus among automo- 
tive men is that foundries at this 
moment can not produce castings of 
high enough quality cheaply enough 
to meet the needs of production tur- 
bines. Experience to date indicates 
extensive use will be made of stamp- 
ings, forgings, machined parts and 
possibly some cast-weld components. 
The metals will be those developed 
for elevated-temperature conditions— 
high-nickel and high-chrome alloys. 


Chicago—The lake front here 
south of Soldier Field—the site of 
the Century of Progress Exposition 
in 1933-34—took on a new look dur- 
ing August. On an area of one mil- 
lion sq ft, General Motors Corp. was 
setting up its Powerama, or World’s 
Fair of Power, which will be open to 
the public from Aug, 31 to Sept. 25. 

Purpose of the event is to portray 
the dramatic contributions of diesel 
and aircraft power to America’s in- 
dustrial economy and to celebrate 
the production this year of GMC’s 
100 millionth diesel horsepower. 

To the layman, Powerama will be 
just what the name implies—a dis- 
play of power—but to the foundry- 
man, it will emphasize the prominent 
part which castings serve in this age 
of power. There will be more than 
150 exhibits and in virtually every 
one castings will be found. 

General Motors divisions with ex- 
hibits at Powerama will include Al- 
lison, Cleveland Diesel, Detroit Diesel, 
Diesel Equipment, Electro-Motive, 
Euclid, Fabricast, Frigidaire and GMC 
Truck & Coach. 


* * * 


In late July, foundry coke prices 
were increased $1.00 to $1.25 a ton 
in the midwest area. New f.0o.b. 
oven prices are $25.75 at Chicago, 
$25.50 at Indianapolis and Terre 
Haute and $26.25 at Milwaukee, Like 
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CARRIER TAKES 
HOT CEMENT CLINKER 
FOR A RIDE! 


aa 


n+ the fires f + 
veyors B EG 


> a Ducke?f eleva? 


r 

Pars hot cement clinker you see on those 
four Carrier Natural-Frequency Conveyors. It’s 
being taken for a ride from coolers to two dif- 
ferent storage pits... . 

100° F. clinker is extremely abrasive — ex- 
tremely tough to handle. Yet the Carrier 
Natural-Frequeney Conveyors move it at the rate 
of 60 tons per hour with a@ minimum of spillage, 


maintenance and downtime! 


CARRIER 


nd foe lc i 


oh ape ae 3 pape nker from a u cor 

her Carrier Cor ectly to a different storaae pit. 

wn) for delivery All four nveyors have |8'' flared pans 
rage. and 5HP drives, with a total lenath of 233’. 


Cement-industry applications are just one of 


many uses for Natural-Frequency Conveyors. 
Others include bulk chemicals, castings, ores. 
mill scale and slag, food products, machine turn- 
ings——all of which are now being conveyed and 
processed with spectacular success by Carrier 
Natural-Frequenecy vibrating equipment, Write 
for Bulletin 111. Carrier Conveyor Corporation, 


239 North Jackson Street, Louisville 2, Kentucky. 





AMATURAL=FREQUENCY- 
ONVEYORS 
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to make our point quickly 


Take your pencil and check off why you should make your castings with Penolyn Core Oil. First, you are 
assured maximum foundry efficiency. Second, you'll find there is a grade of Penolyn Core Oil to meet 


the most exacting requirements of every Foundry and Core Room practice. Third, and most important — 


If you require expert technical assist- 
ance or technical data regarding your 
present or future casting operations, 
just call the Penola Office nearest you. 


specify PENOLYN CORE OIL |. 


for these10 important casting advantages: 


Dependable uniformity Always clean working 


Concentrated form Wide temperature range 


on 


No obnoxious odor Polymerized formulation 


Seepage eliminated 9. Minimum gas 
10. Ample collapsibility 


Penola 


No crusting, green mix 


© ne GU ee Se <a) GE eee ae eee cans come eum ome ol 


PENOLA OIL COMPANY e NEW YORK e CHICAGO e DETROIT 
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the pig iron price increase in early 
July, the advance in coke elicited 
little complaint from foundrymen. 
Reason, of course, was that the steel 
industry wage settlement made high- 
‘r prices inevitable. 

The boost in coke was about 5.2 
per cent, compared with less than 
1.5 per cent for pig iron and the av- 
erage 5.8 per cent for steel prices. 
Coke was entitled to the more gen- 
erous consideration because prices 
had remained unchanged since No- 
vember, 1952, when Office of Price 
Stabilization had granted relief for 
higher coal prices. The increase at 
that time was $1.50 a ton. Pig iron, 
on the other hand, had held un- 
changed since July 1, 1953, when 
there was an upward adjustment of 
$1.50 a ton. In contrast, steel prices 
were raised in mid-1953 and 1954 as 
well as 1955. 

Except for two blast furnaces of 
United States Steel Corp., one each 
at the Gary and South Chicago 
plants down for relining and repairs, 
all of the remaining 41 stacks are 
operating. Youngstown Sheet & 
Tube Co. relighted its No. 4 furnace 
at South Chicago July 28. This unit 
had been idled last September. 


Philadelphia—considering vaca- 
tions and hot weather, gray iron cast- 
ing demand has held up very well 
this summer. Traditionally, although 
not always, demand improves after 
Labor Day, and casting makers are 
confident that this will be true this 
year, 

August was more active than July, 
when vacations took the heavier toll 
of suspensions at both casting pro- 
ducing and consuming plants. 

Better than anticipated business is 
reported not only in gray iron but 
also in malleable, steel and nonfer- 
rous castings. In all categories op- 
erating rates, barring holiday sus- 
pensions, have hovered around five 
days a week and in some cases bet- 
ter, and with full working forces. 
Backlogs are building up. 

Delivery promises in gray iron 
range three to four weeks at least, 
and in steel castings, six to eight 
weeks. Promises on malleable cast- 
ngs run five weeks or better, with 
the trend upward, especially now 
that the railroads have become much 
more active. Brass and bronze shops 
ire certainly holding their own. Their 
delivery promises may not be any 
more extended than three to four 
weeks, but operations are tighter. 

In general, demand is diversified. 
However, construction requirements, 
including pipe, still lead, and there 
is a notable quickening in demand 
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MODEL 20 


SHOVELOADER js; 





new Baker 


HOVELOADER 


saves up to £400 on initial cost 


Now you can mechanize your bulk handling operations for less 
than $10.00 per day for one year . . . much less than you pay a 
laborer with a hand shovel! 

This rugged Model 20 SHOVELOADER has a lifting capacity of 1500 
pounds, and lifting height of 7 feet. Standard bucket size is 12 cubic 
feet. Loader arms are in front of operator—not around him—protect- 
ing him from injury and providing full 360° visibility at all times. 
Four forward speeds with top travel speed of 14 MPH make this 
a fast machine and insure better operation on ramps and rough 
ground conditions. 

Bucket tilt-back at ground level means a full load at every grab, 
and permits low carrying position for travel. Other advantages are 
longer forward reach, greater longitudinal stability, extremely low 
maintenance because of easy accessibility of all parts requiring 
service, and design of the husky, trial-proven engine. 

Special attachments are available for special jobs— forks for pal- 
letized loads, crane hooks for hoisting, and special buckets for dense 
materials. Catalytic exhaust system is available for inside work, 
where required. 

Compare these and SHOVELOADER’S many other features with 
loaders costing $350 to $400 more! Write for complete information. 
The Baker-Raulang Company, 1223 W. 80th St., Cleveland 2, Ohio. 


Baker 
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IN THIS modern foundry, heavy molds 
weighing from 15,000 to 20,000 Ibs. are 
handled easily on an Alvey-Ferguson 
Heavy Duty Roller Conveying System 
with an = air operated reciprocating 
pusher between the two lines of rollers. 
(See inset photo) 





For handling molds, flasks and sand in 
your foundry a completely co-ordinated Con- 

veying System engineered by Alvey-Ferguson will reduce worker's 
fatigue, lessen breakage, increase efficiency and production in the 
same space—and therefore reduce costs .. . An Alvey-Ferguson 
Engineered Conveying System quickly pays for itself in savings! 


THE ALVEY-FERGUSON CO. 
‘icus tig con OF CINCINNATI 


ods—write today. 105 Disney St. Cincinnati, Ohio 


SINCE 1901 ... FIRST IN PRODUCTS HANDLING EQUIPMENT 
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for railroad castings. Shipyard needs 
lag, but should improve as there are 
more ship awards in the East. 


Los Angeles Despite some mid- 
summer vacation shutdowns and the 
usual hot weather slump, foundries 
in this district reported July and 
August business was much higher 
than anticipated. Demand from com- 
mercial users has increased, with de- 
fense work continuing heavy, July 
business for most steel foundries 
was 20 per cent better than a year 
ago. August figures are expected to 
be the same. 

Recent suggestion from Washing- 
ton that Air Force production should 
be relocated to inland sites has had 
a healthy effect on local foundry- 
men. Faced with the possibility of 
losing key defense contracts, they 
began to beat the bushes for com- 
mercial orders. The result was a 
steady increase in commercial work, 
which combined with continued de- 
fense orders to push operations be- 
yond normal capacity in many shops. 

Foundry purchases of No. 1 cu- 
pola cast continue heavy, at $42-$44 
per gross ton. Scrap dealers say 
their cast scrap inventories are still 
plentiful, and no shortage is antici- 
pated. Foundries are using care to 
limit their scrap buildup, and main- 
tain that their heavy purchases are 
necessary for jobs on hand. 


New York—«ray iron shops are 
operating close to five days a week, 
but heats are on the light side. Busi- 
ness is not brisk, but is better than 
a year ago, and casting makers be- 
lieve that after Labor Day, with the 
vacation seacon and most of the hot 
weather out of the way, they can 
look for better things. 

Improvement in railroad equipment 
requirements is encouraging, especial- 
ly as they apply to malleable opera- 
tions. In case of the latter, demand 
for pipe fittings has been well sus- 
tained and with added railroad re- 
quirements coming along, operations 
are at the best level in a long time. 

Brass and bronze shops reflect the 
continued high rate of building ac- 
tivity, and demand for valves and 
pumps is somewhat better. Ship- 
yard needs, however, are off, despite 
news of new ship contracts being 
placed along the eastern seaboard. 
This work, though, will make itself 
felt a little later in the year, cast- 
ing makers believe. Aluminum shops 
are doing well, with demand more 
diversified. In addition to aircraft 
and radar requirements, demand is 
brisk from manufacturers of oil 
burners and household appliances. 
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Accurate match plates make good 
pattern work worth-while and in addi- 
tion reduce overall cost. 





Send us your master pattern—the one 
eo you're proud of, and get a plate that 
reflects your workmanship. 











A } 
J QUICK DELIVERY 
: 
4 By Air Freight, Parcel Post, Spe- 
y ) cial Delivery or Railway Express. 
- Pick-up and delivery by jobber 
: representatives in the following 
‘ areas... 
- 
AUBURN, MASS. 
Henry A. Kottmann 
- % Telephone: Auburn 2683 
7 
i 
n MILWAUKEE, WIS. 
» | John M. Donohue 
: Telephone: Hilltop 2-7130 
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} LOS ANGELES, CALIF. 
t McGowan Company, Inc. 
- Telephone: Trinity 2057 
* 
d 
- 
iS ; 
Bs 
fe 
d 
. | 
_ 
: Write for Catalog 
t- 
S 
i 
ft ug BRE SEES Pa ee % : Saece ieadte: S322) BIE ae a es 
is 5 $ - , rit 3 BS — g : ' 7 2 
yi] 
RY September 1955 209 


























RUBBER HOSE 
































TAPERED SPRUE Y GY ee f HOLLOW TAPERED 

VY ag CoN SPRUE 
nS ee ee 
Y e YY YN 
|; Y Ve, Of. 
Z, Uj thes era 
bee" Yy ZA s,/ 2 

LLL LLL LLL LLL LLL LLL ~ ULL LLL LLLLLLLLLL 





Left—Rubber hose is attached to wood or metal sprue mounted to board. 
end is fitted into small niche in bottom of pattern. 


The Rubber 


DEAR CHARLIE: 

About three or four months ago I 
started making a few castings for a 
machinery manufacturer in small 
quantities. You know, one of this, 
two of that and three of this. Now 
we've got into a job of making some 
brass backs for him for some bear- 
ings, and the doggoned thing looks 
like it’s going to be pretty continu- 
ous. 

These bearing backs are made up 
in pairs, each pair making one com- 
plete bearing. The patterns are 
mounted on a plate, side by side. 
Each half-bearing has a 2-in. flange 
on one end, an 8-in. over-all length, 
a 4-in. inside diameter and a 6-in. 
outside diameter. These patterns are 
screwed down on a metal plate by 
the flange. The pattern is parted 
right at the top of the flange, putting 
the two complete half-bearings all in 
the drag. 

Now, here’s what’s happened. We’ve 
been making these brass backs all 
in the drag, using a horn gate com- 
ing in on the bottom, and are getting 
excellent results. We have fractured 
several sets, and the customer’s com- 
pletely satisfied; they apparently are 
holding up in service. We were won- 
dering if you might have some 
wrinkle up your sleeve as to a rapid 
method of applying and removing a 
horn gate from the drag. This would 
not only help us out, but would pre- 
vent us from having to use a cheek 
if we decided that we were going to 
make them in production by gating 
through the bottom. 
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Horn Gate 


Now, Charlie, with us this job is 
no joking matter. It amounts to sev- 
eral hundred of these bearings a 
month. To some_ operators this 
wouldn’t seem like a lot, but to us 
it’s a nice little chunk of business. 

Along with the horn gate problem, 
Charlie. this old boy brought by last 
week a .nandrel and a chill for put- 
ting the babbitt in these dogonned 
things. 

He was having this babbitt work 
done outside and can’t see why we 
can’t babbitt the bearings at the 
foundry if he rough machines them. 
We're supposed to throw the babbitt 
in and ship them to him for finish 
boring. Besides this, the old boy 
wants to supply us with the chill for 
the babbitt operation and also with 
the babbitt metal iself. We can give 
it a fling all right, but our experience 
in babbitting any kind of bearings is 
extremely limited. Would like to give 
this babbitt part a try at any rate 
and would appreciate any info along 
those lines if it’s not too involved. 

Sincerely, 
SAM 
DEAR SAM: 

About the best wrinkle I’ve ever 
seen on the rapid-removal type horn 
gate is illustrated in the two draw- 
ings above. The sketch at left shows 
a piece of rubber hose attached to 
a wood or metal sprue mounted to 
the board. As the drag is rammed up, 
other end of the hose is fitted into a 
small niche or hole in the bottom of 
the pattern, and the sand is rammed 
up firmly in and around the section 


The other 
Right—Variation of same plan 


RING USED TO REMOVE HOSE 


O 


marked X. When the pattern is drawn 
out of the sand, the hose just comes 
right on out. This seemed to work 
pretty well at a shop where it had 
been used for about 20 years. 

The right-hand sketch is along the 
same lines. This method was being 
used in the same shop on an ex- 
tremely deep job. It consisted of a 
medium-hard rubber hose that went 
through the plate, through a hollow 
tapered sprue mounted on a drag 
side of the plate and then over to the 
pattern. It had a ring on the cope 
side, and after the drag was rammed 
up and rolled over, the hose was 
withdrawn, leaving the plate holding 
the body of sand at point X on the 
drawing. 

They told me at this shop that it 
doesn’t seem to make much differ- 
ence whether the hose is curved and 
put into the pattern or just laid 
across the bottom of the pattern. But 
you must be sure that it’s rammed 
up good and tight and that after 
the pattern is removed the horn is 
really blown out. Also, you must go 
down in the actual cavity in the drag, 
open up the entrance where the horn 
gate enters the bottom of the cavity 
and blow that out well so that no 
little loose ledges of sand wash off 
into your job. 

Apparently you could extend this 
rubber hose proposition across the 
bottoms of more than one pattern. 
With a little investigation and fid- 
dling around, you might come up 
with a more useful means of apply- 
ing this “rubber horn gate.’”’ No doubt 
you’ve seen pipes and rods rammed 
up against the bottom of a pattern 
and drawn through the side of the 
flask as part of a difficult bottom 
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the new “80” Preparator 


© RUGGED NEW UNIT FULLY CONDITIONS 
78 TONS PER HOUR...REQUIRES NO PITS 





REALLY RUGGED CONSTRUC- 
TION — No other units as 
rugged. Built to stand the 
severe punishment of use 
with front end loaders. 





FULL 65 CUBIC FOOT HOPPER 
Several front end loaders 







operate efficiently without 





waiting periods. 










BETTER MAGNETIC SEPARA- 
TION — New design electro- 
magnet removes all metal 


scrap. 


SEPARATE MOTOR FOR 
SCREEN — Motor selected 
to do one job perfectly 








— operates the vibratory 






screen at proper speed. 





50 INCH LOADING HEIGHT 
Highest capacity condition- 





ing, yet usable with any 
front end loader. 






SEPARATE MOTOR FOR MAG- 
} NETIC PULLEY—Assures posi- 
tive magnetic separation. 





PERFECTLY “MATED’ COM- 
PONENTS — Screen and con- 
veyor belt are designed to 
operate efficiently together 








...to provide smoothest flow 
of sand. 

















} Now, highest capacity and above floor construction have Write now for details: Beardsley & Piper, Division Pettibone 
been combined in the new B& P “80” Preparator. Up to Mulliken Corporation, 2424 North Cicero Avenue, Chicago 
78 tons of sand may be thoroughly conditioned each hour, 39, Illinois. 

yet overall dimensions and space requirements are lower 

than for machines of far less capacity. 


5 The new “80” is available for both independent use and for 
use with Speedmullor-Preparator units. A loading height of 
only 50 inches makes it usable with any front end loader. 
The large hopper capacity of 65 cubic feet facilitates fast 
loading with no waits while the hopper empties. 


No other conditioning unit available will thoroughly screen 
and magnetically separate as high a capacity of sand as 
the new “80” Preparator. 

















ONE MAN 


CORE DEPARTMENT 


New TR Cormatic Unit produces 













240 cores per hour 


IT GIVES MORE UNIFORM 
CORES—New Flexiblomatic 
core blower provides top 
quality—fastest production. 


IT CLEANS THE CORE BOX 


The new B & P Cormatic unit is all pneu- 
matic and all automatic. Troublesome 
electrical contacts and relays have been 
eliminated, assuring less maintenance 
and continuous trouble-free operation. 
This new unit blows, rolls over, and draws 
up to 240 cores per hour. Cores up to 
24 x 36 inches in size are handled. Index- 
ing of the box, blowing, rollover and 
drawing, ejection, delivery of the core 
and cleaning of the box are all automatic. 










IT HANDLES TWO BOXES — 
Two different boxes may be 
run simultaneously. 












Both upper and lower halves 
are cleaned and sprayed ——@ . ; 


automatically. 
IT’S ALL AUTOMATIC — Operator i} 
need only press one valve button ee 


IT’S ALL PNEUMATIC — Electrical 
relays and contacts have been 
eliminated for less maintenance 
and positive continuous opera- 
tion. 





IT’S COMPACT — Gives top pro- 
duction per square foot of floor 
area. at a convenient height. 


Incorporating a new B&P Flexiblomatic core blower 
and the new trunnion Rol-A-Cor rollover and draw 
machine, the TR Cormatic Unit presents a new con- 
cept in core production. It handles the entire pro- 
duction cycle, yet requires only one man for its 
operation. The unit does the work, the operator 
need only actuate one valve, place the core plate, 
and remove the finished core. So easy is the opera- 
tor’s job that one man is able to operate two or 
three of these units. Any type of core box for cores 
weighing up to sixty pounds may be handled. Look 
at the features shown above and you'll see why 












IT ELEVATES THE CORES — Elimi- -& 
nates fatigue by delivering cores 


es 
Wes 


1T ROLLS OVER FASTER — The 
great speed that only a trun- 
nion type rollover can provide. 





wie Pd 


on ~F DRAWS MORE ACCURATELY 
rr TR Rol-A-Cor is a precision ma- 
chine designed for top accuracy. 


IT’S RUGGED — Cast steel frame 
— heavy rugged construction 
throughout. 








the B&P TR Cormatic is a one man core department. 


Write for details today: Beardsley & Piper, Division 
Pettibone Mulliken Corporation, 2424 North Cicero 
Avenue, Chicago 39, Illinois. 
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gate on a particular job. Well, this 
is along the same line. 

I watched them in this one shop 
putting up some mighty tall jobs on 
a jolt-rollover draw machine with a 
rubber hose for a horn gate. I also 
took a good close look at the result- 
ing castings, and I can’t see anything 
wrong with the idea at all. 

As to the babbitt operation, I don’t 
think it’s particularly tricky. Certain 
basic fundamentals, however, must be 
adhered to to get a good combination 
of strength of the backing material 
with the bearing properties of the 
babbitt metal. 

I don’t see how the old man can 
make a rough cut on the backs and 
then ship them to you to be bab- 
bitted; that final machining cut on 
the back should be done in close 








Correction 

In the article, ‘Designing a Small 
Cupola,” which appeared under “‘Trou- 
ble Shooting” on page 128, June issue, 
an error appeared in item 3 relative 
to the amount of air required. Cor- 
rect formula should be 0.7854 x A? x 
7 x 15 = 60 instead of the one given. 





proximity to the subsequent babbit- 
ting operation so as to minimize the 
amount of handling. Even finger- 
prints on the surface to be babbitted 
are detrimental and will give you 
trouble. Basically the procedure is 
fairly simple, but it must be done 
with care in order to insure a good 
finished job of babbitting. 

Of course, we’ve all had our hand 
in smoking up a shaft on an old 
cupola blower or something that’s 
riding on babbitt bearings and put- 
ting a little babbitt-rite or something 
like it around the ends and pouring 
up a babbitt against a shaft that’s 
been smoked with a little acetylene. 
Most of them, however, have grooves 
in the backs to give a mechanical 
bond. This old boy is searching for 
what is commonly known as a chemi- 
cal bond. 

For what it’s worth, however, here 
is the general procedure involved. On 
the back, regardless of the material, 
whether it be bronze or steel, the 
final machine operation should be 
made without a water soluble cutting 
lubricant or any oil. It should be a 
dry cut made with a sharp, V-shaped 
tool with a very fine feed. The sur- 
face to be babbitted should have the 
appearance of a phonograph record 
with absolutely no polish or bright 
surfaces or spots anywhere on the 
surface. You must keep this surface 
as clean and free from oil as pos- 
sible. It shouldn’t even be wiped with 
a cloth or piece of waste, and it 
should be removed from the machine 
and transferred with a minimum 
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amcunt of handling to the point 
where the tinning operation is to be 
performed. These remarks apply par- 
ticularly to the surface to be tinned. 

As the next step, the machined 
back is submerged in a boiling solu- 
tion of a good alkaline cleaner. Sev- 
eral excellent cleaners are on the 
market for this purpose. The solu- 
tion should be boiling hot and should 
completely remove all grease, grime 
and dirt. The back should remain in 
the solution for a few minutes or so, 
depending on its condition. After its 
removal from the alkaline-type clean- 





LOW COST OPERATION 


er, the back is submerged in a 50-50 
hydrochloric acid solution, which is 
held at between 170 and 190° F. It 
should remain in the hydrochloric 
acid bath to etch four to six minutes. 
When the back is removed from the 
acid etch, it should show a complete- 
ly clean and completely wet surface 
Under no condition should it shed any 
water or chow any islands which 
would indicate oily surface spots. If 
it does show anything like that, you 
have to start all over and go back 
into the alkaline cleaning solution 
and re-etch again. Don’t make the 


-IMPORTANT FEATURES of 





®@ Perfect center balance of wheel and motor ensures 


grinding ease and efficiency. 


@ “Worker safety” is carefully provided. 


®@ Greasing required only once every six months... 
guaranteed for two years against repairs, exclusive of 


electrical equipment. 


FOX GRINDERS, Inc. 


OLIVER BUILDING 


PITTSBURGH 22, PA. 
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STOCKS a 
Nickel 

Ductile Iron Additives 
Iron Foundry Inoculants 
Vanadium 

Chromium 

Silicon 

Manganese 





A supply of these, the principal foundry alloys of 
The International Nickel Co. and Vanadium Corporation of America, can 
be ready to go from our warehouses to you at almost a moment's notice. 
Our network of warehouses is well-stocked with these materials in all 
standard sizes and meshes. Immediate “off-the-shelf” shipment is not just 
a promise with us—it’s a reality. And, you'll find our prices are right too. 
Why not call us for a quotation? 

And, while you have Whitehead on the phone, take advantage of our 
technical service department. Our foundry engineers will be happy to 
answer any questions you may have on alloying problems, or otherwise 
work with you in any way they can. 

For higher quality castings, use higher quality alloy- 
ing materials. And get them fast—Call Whitehead. 









ome 


- METAL PRODUCTS COMPANY, INC. 


303 West 10th Street - New York 14,N. Y. 


Other offices and warehouses: PHILADELPHIA+ BUFFALO « HARRISON, N. J.e CAMBRIDGE, MASS. * SYRACUSE ¢ BALTIMORE 
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mistake ot thinking that the follow- 
ing fluxing treatment will correct any 
imperfections or greasy spots on the 
surface that’s going to be tinned. 

We’re now down to the point where 
you are ready to apply the flux. The 
u_ual flux for this type of work is 
a zinc-ammonium chloride type. Such 
fluxes are extremely satisfactory. 
They are like the alkaline cleaners in 
that several commercial fluxes avail- 
able for this use will produce excel- 
lent results. This flux should be held 
at a temperature of about 160° F. Be 
sure that the surface to be tinned is 
completely submerged. 

The back then is submerged in the 
tinning solution, rather slowly. Sev- 
eral tins are on the market for this 
purpose. One of the most commonly 
used is 15 per cent tin, 1% per cent 
silver and %4 per cent bismuth, the 
remainder being lead. A second is 
4 per cent tin, 12 per cent antimony 
and the balance lead. Still another 
is 10 per cent tin, 10 per cent anti- 
mony and the balance lead. Any one 
of these three is satisfactory. 


Temperature Is Important 


The temperature of the _ tinning 
bath is very important. It should 
never be too high—that is, so hot 
that the tin surface of the back oxi- 
dizes or turns yellow when it’s re- 
moved from the pot. The tin surface 
always should remain bright and 
clean. Generally speaking, a tempera- 
ture over 650° F is likely to be a 
little on the hot side. This point is 
something that you are going to have 
to check. 

If a small area on the back doesn’t 
tin successfully, it should be dressed 
by hand. Use a little sal-ammoniac 
if necessary and clean these spots off 
with a little wire brush or portable 
grinder until you are down to the 
base metal. Be sure that it is free 
from dirt, grease or oxides and paint 
that surface with the 50-50 solution 
of hydrochloric acid water. Apply a 
little flux, and you then can tin this 
surface by hand with stick tinning, 
using the same alloy that the origi- 
nal tinning was performed with. 

Having completed the tinning op- 
eration, you are all set to pour the 
babbitt. In most instances, the man- 
drel should be about 100° F hotter 
than the back—that is, when the 
mass of the metal in the back and 
the mass of the mandrel are approxi- 
mately the same. Should the mandrel 
mass be greater than that of the 
back, it would cool at a slower rate 
and the temperature should be ad- 
justed accordingly. 

Directional solidification should 
progress from the back toward the 
mandrel; that is, the first part of 
the babbitt to solidify should be that 
at the face of the back and at the 
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keep your quality in circulation 


Skilled workmanship in the core room is wasted 
if oven heat isn’t properly circulated and rigidly con- 
trolled. That’s why control experts in the nation’s 
newest automotive foundry depend on the oven with 
the fan inside. (Carl Mayer Pat. No. 2,628,087) 


Your temper and temperature are always controlled 
with Carl Mayer Vertical Ovens. The heat recirculation 
system includes a sealed combustion chamber that keeps 
gases from prematurely escaping into the load area. Cores 
are evenly baked, and burning is eliminated. 


With the fan inside, installation costs are sharply 
reduced, heat loss is minimized, irritating smoke is 
cleared away. For higher operating efficiency, greater 
production economy . . . Carl Mayer Vertical Ovens. 


Write for Bulletin No. 53-CM. 


Over 30 years experience in 
engineering, designing and 
installing industrial ovens and 
furnaces in both large and 


: : 3030 EUCLID AVENUE ~ CLEVELAND 15, 
small industries everywhere. 
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BAKER Yardloader 
...flaS 4 forward speeds 


This rugged 4000-lb. capacity pneumatic-tired, 
gas-powered fork truck is the lowest priced in 
its class. Yet it has many features enabling it 
to do a greater variety of jobs, faster and 
more efficiently, than higher priced machines. 


For example: four forward speeds give it faster 
acceleration, faster “‘cycling”’, faster delivery on 
long hauls, better ramp operation and better 
traction on uneven, soft or slippery surfaces. 
Add to this the advantages of its large (7.50 
x 16) hi-flotation drive tires, higher ground 
clearance, greater stability (55-inch wheelbase, 
41-inch wheel tread), top forward speed of 


13.88 miles per hour—and it’s not hard to see 
why “YARDLOADER” is setting new perform- 
ance records on in and out-of-doors jobs. 


All this at a low cost permitting savings up to 
$500 and more on initial investment! Write for 
descriptive bulletin 1345-A. The Baker- 
Raulang Company, 1223 West 80th Street, 
Cleveland, Ohio. 


Baker 


HANDLING EQUIPMENT 
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bottom, whereas the last to solidify 
should be at the surface of the man- 
drel and at the top. The only way to 
accomplish this result is by adjust- 
ing the temperature of the mandrel. 

As soon as the mandrel and the 
back are at the proper temperature, 
the babbitt should be poured. The 
heat of the back plus that of the 
molten babbitt will keep the bonding 
metal fluid as the babbitt fills the 
mold. This procedure makes the best 
union between the babbitt and the 
back. 

An important point to remember 
is that the babbitt always should be 
poured in one continuous operation, 
never in more than one shot. If the 
job is going to require 25 lb of bab- 
bitt, you should use a 25-lb ladle 
and pour the whole 25 lb kerplonko, 
in a steady unbroken stream, with- 
out any bobbling or change in veloc- 
ity. This point is most important, 
Sam. If you have 500 lb of babbitt 
to pour, to prevent the formation of 
layers you’d better pour it from a 
500-lb ladle and avoid any interrupted 
pouring. 

The best type of ladle is a teapot- 
type. If it isn’t available, the one 
you use should have a bridge across 
the lip, or someone should hold back 
the dross with a piece of wood. Need- 
less to say, pour with as little turbu- 
lence as possible. The babbitt should 
flow quietly and continuously into 
the mold until the mold is full. 

If you botch a babbitt job and try 
to remove the babbit to start all over 
again, as you will from time to time, 
do not sweat the metal off with a 
torch. Remove it by dipping the whole 
piece into a bath of metal kept just 
for that particular purpose. 

With a little practice, you shouldn’t 
have too much trouble, but my rec- 
ommendation is for you to take it 
easy and analyze it from all angles 
as to its worth. You should come out 
on top. 

Sincerely, 
CHARLIE 





Identical brass ingots 





now... 0r a year from now 


Your order for specification brass today and your order for the 
same brass a year from now will be identical. Every heat of brass 
that Federated pours is carefully and repeatedly analyzed. 
Quality control at Federated is not just an occasional check, but 
is a regular step in every phase of our production program. 


If your castings are hard to pour, or if they are designed for 
difficult, specialized service, this quality control is important to 
your customers. They must know that every order you fill will be 
identical so that they can buy from you with complete confidence. 


Federated has a foundry service organization that can help 
you with any casting problems. Experts who know the cause 
of casting failures are available to visit your foundry and 
make corrective suggestions. And backing up these experienced 
servicemen is a complete, modern, non-ferrous metals labora- 
tory that can trace the cause of trouble right back to its source. 

Take advantage of these Federated extras. So many foun- 
dries do that we are known as Headquarters for Non-Ferrous 
Foundry Metals and for technical information on foundry prob- 
lems. We have 13 plants and 23 sales offices across the country. 
Any of them will be pleased to help you. 








Sedo Mele 


DIVISION OF AMERICAN SMELTING AND REFINING COMPANY 
120 BROADWAY, NEW YORK 5, N. Y. 
In Canada: Federated Metals Canada, Ltd., Toronto and Montreal 





Aluminum, Anodes, Babbitts, Brass, Bronze, Die Casting Metals, Lead and Lead Products, Magnesium, Solders, Type Metals, Zinc Dust 


“*No, Harris! I've got coffee in number three!"’ 
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...to the foundryman 


...is the sound of profitable production 


The progressive foundryman ... like the eminent musician . .. knows 
that skill alone is not enough. Both rely on top-quality precision 


“equipment” to achieve greater success in highly competitive fields. 


SPO also recognizes this basic need... the need for precision machines. 
That is why SPO specializes in the development and manufacture of 
dependable molding machines .. . efficient machines that produce a 
greater volume of uniform standard molds. . . eliminate “human 


error’... cost less to operate and maintain. 


SPO molding machines give you the “sweet music” of profit. 


Write today... or = 
1S LARGEST SUp, DlIamond 1-3666 . 
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SPO INCORPORATED 


6449 Grand Division Avenue, Cleveland 25, Ohio 
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change papers from foreign asso- 

ciations, were presented and dis- 
cussed at the technical sessions of the 
International Foundry Congress held 
recently in London (August FOUNDRY, 
p. 180). 

Limiting the number of papers 
made it possible to devote ample time 
to presentation and discussion. The 
subject matter of the contributions 
covered most aspects of foundry prac- 
tice and metallurgy. Four papers 
dealt with cast iron. Steel, nonfer- 
rous alloys and light alloys were each 
the subject of one paper. Two were 
devoted to melting furnaces, three to 
molding sand, and the remaining 
seven covered various other aspects 
of the foundry industry. 

During the half-hour periods pre- 
ceding and following the presentation 
of papers, technical films were shown. 
Arrangements for them were under 
the direction of Frank Hudson, Mond 
Nickel Co., London, president of 
the London Branch of the Institute of 
British Foundrymen. 

The exchange paper from. the 
American Foundrymen’s Society was 
by Hiram Brown, chief metallurgist, 
Solar Aircraft Co., Des Moines, Iowa. 
The paper was entitled Evaluation of 
Casting Processes, and its object was 
to point out the advantages of cast- 
ings for many applications, and the 
advantages or limitations of the vari- 
ous foundry methods. 

These points are weighed against 
the fact that in far too many cases 
castings are fighting to survive. The 
reason for this is ascribed to a num- 
ber of factors: (1) Ignorance of cast- 
ing design and desirability on the 
part of designers; (2) casting too 
often is used only as a substitute for 
another process instead of a compo- 
nent actually being designed for cast- 
ing from the start; (3) poor quality 
of castings from many sources; (4) 
too much effort expended in taking 
business from some other type of 
casting rather than taking jobs away 
from competitive industries; and (5) 
stifling the interchange of foundry 
knowledge and failure to get maxi- 
mum results from established cast- 
ing methods. 

Since high quality standards are 
here to stay, it is recommended that 
two steps be taken: (1) Start engi- 
neers thinking about castings while 
they are in college, and (2) foundry- 
men must accept high quality stand- 
ards and make every effort to im- 
prove their casting processes to meet 
those standards rather than con- 
stantly complain that quality require- 
ments are too severe. 

Among other conclusions, the au- 
thor refers to new processes and says 
that it is difficult to evaluate prop- 
erly a process early in its history; 


F change papers, including 12 ex- 


he also states that new processes are 
often misused by engineers; for in- 
stance, many parts which could be 
machined economically are cast in in- 
vestment or shell molds. The part is 
costly because these processes strive 
to produce good tolerance and finish; 
if these qualities are not needed, why 
demand them or pay the price re- 
quired ? 

Prof. A. Portevin and J. Pomey 
were the authors of the exchange 
paper presented by the Association 
Technique de Fonderie, Paris. The 
subject was Residual Stresses in Cast- 
ings. The authors point out that even 
in the absence of any exterior force, 
castings, like all metallic components 
that have been subjected to mechani- 
cal, thermal or chemical treatment 
(which treatment is never truly homo- 
geneous), contain residual stresses. 
These stresses are hidden, they are 
necessarily internal, and they are at 
the same time both tensions and 
compressions; these conditions are 
covered adequately by the term “re- 
sidual stresses.” 

These stresses and their effects can 
be isolated and measured by a num- 
ber of normal procedures, which are 
dealt with in the paper. These depend 
on factors, the examination of which 
leads to the development of measures 
to take either to avoid risks, or to 
make the effects of the stresses fa- 
vorable. 

In their conclusion, the authors 
state that, while internal casting 
stresses in heavy castings and cast- 
ings of irregular section or shape 
must always be dealt with first dur- 
ing casting and then by stress relief 
annealing, conversely, for small cast- 
ings of uniform shape and regular 
section produced in large quantities 
for severe stress conditions, treatment 
can now be investigated and applied 
to develop a prestressed state favor- 
able to service conditions, provided 
that the material is suitable. 

R. Baggio, attached to the Fiat 
foundry at Turin, presented the ex- 
change paper from the Italian Found- 
rymen’s association. His subject was 
Quality Control in a Large Foundry 
in the Automotive Industry. The au- 
thor discusses the aims of modern 
quality control and shows how these 
no longer concentrate simply on sepa- 
rating defective from sound castings, 
but provide a means of preventing the 
production of faulty castings by in- 
stituting regular checks and controls 
at all stages of manufacture. Meth- 
ods of quality control, using the most 
up-to-date techniques suitable for 
foundry work are reviewed. 

In his conclusions, the author 
states that the use of the systematic 
controls described in the paper has 
produced very satisfactory results. He 
mentions that no less than 260 dif- 
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is a must...so 
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keeps its eye on 


production 


Radiography... 


another important example 


of Photography at Work. 


EASTMAN KODAK COMPANY, X-ray Division, Rochester 4, N.Y. 
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SALES of outboard motors have 
gone up dramatically. New high 
power, smoothness, and quiet 
have all helped. But chief of their 
outstanding virtues is dependability. 
This quality is guarded by 
radiography. It insures soundness of 
castings—sees that weakness is not 


lurking in a hidden flaw. 


Radiography cuts cost, too, when 
x-rays reveal unsatisfactory castings 
before machining is begun. 

Today radiography is playing a 
greater and greater role in good 
foundry operations. It frequently 
points the way to better casting 
methods... makes sure only sound 
castings are delivered. 


If you’d like to know how 
radiography can help you, get in 
touch with your x-ray dealer. Or, if 
you like, write us for a free copy 
of “Radiography as a Foundry Tool.” 









Standard Conveyor Company has an ex- 
perience record of almost a half century — 
engineering and building foundry convey- 
ors. On any foundry handling problem 
Standard can aid you to select and install 
conveyors that will give you reduced han- 
dling time — uninterrupted smooth flow 
in production — careful safe handling of 
light or heavy molds — better storage 
facilities — and help conserve and better 
utilize existing foundry space. 


Available in a wide range of sizes, 
weights and types — equipped with shield- 


Send for Standard’s spe- 
cial catalog ‘‘Convey- 
ors for Foundries’? — 

a valuable reference book 

: illustrating and 
describing conveyor in- 
stallations in leading 
foundries. 








4 


ed bearings expressly designed for severe 
foundry service — to suit a wide variety 
of foundry applications. Whatever your 
specific need, Standard is qualified by ex- 
perience and facilities to recommend and 
furnish the right type of conveyors. 


STANDARD CONVEYOR COMPANY 
General Offices: North St. Paul 9, Minn. 


Sales and Service in Principal Cities 


Engineered Conveyor Systems — Portable 
Conveyor Units — Spiral Chutes 
Pneumatic Tube Systems 








GRAVITY & POWER 
CONVEYORS 


S ENGINEERED FOR LOW-COST PRODUCTION ¢ 
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ferent types of gray iron and mal- 
leable iron castings and some 320 
types of light alloy castings are man- 
ufactured in the Fiat foundries. Re- 
ferring to. statistical methods of 
quality control, he says that these 
have been examined closely by the 
personnel of the foundry, but they 
were considered to be of limited value 
in foundries producing a wide range 
of products. 

From the Institute of Indian Found- 
rymen, S. G. Athanikar presented an 
exchange paper having the title Mold- 
ing in an Indian Foundry. The paper 
reviews the scope and facilities at 
the foundries of the Indian Iron & 
Steel Co., Kulti. The author gives 
details of the procedures adopted for 
molding four typical castings of the 
medium to large weight range. In this 
way, the versatility of the methods— 
loam molding, core assembly, and sec- 
tional molding—is developed. The de- 
scriptions reveal expedients adopted 
in the Indian foundry which may be 
of value to practical foundrymen in 
other countries 

The exchange paper from the Ver- 
ein Deutscher Giessereifachleute, on 
Chemical Reactions in the Cupola, 
was by Dr. Ing. G.A.H. Jungbluth, 
professor of Mechanical Technology 
at Karlsruhe Technical High School, 
and K. Stockkamp, head of the fuel 
economy department in the Buderus 
Ironworks, Wetzlar. The authors re- 
call that a theoretical study of the 
chemical reactions in the cupola leads 
to the conclusion that with increasing 
temperature in the reaction zone, e.g. 
through the employment of hot blast, 
a reduction of iron oxide, a reduction 
of silica to silicon, a certain degree 
of reduction of manganese oxide un- 
der suitable conditions, a transfer of 
phosphorus from the charge to the 
iron, and a reduction in the sulphur 
content of the iron will all take place 
when the cupola is operated with an 
acid slag. These conclusions were 
verified by numerous tests under- 
taken on a hot-blast cupola of 24-in. 
diameter at the tuyeres. It was op- 
erated with coke additions of 9, 11 
and 13 per cent at blast tempera- 
tures of 200, 300, 400 and 500° C. 

The Danish Foundrymen’s Asso- 
ciation contributed an exchange pa- 
per entitled Nomogram for Fairly 
Hot Non-Alloyed Iron Cast in Ordi- 
nary Dry Sand Molds, by Sv. Thegel, 
attached to the Burmeister & Wain 
foundry, Copenhagen. The data are 
established as a result of testing 50 
test bars each of 20, 30 and 40-mm 
diameter. All 150 bars were ordinary 
daily control test pieces. 

After close consideration of the re- 
sults, and after the coefficient of 
correlation had been determined for 
a number of various expressions for 
composition and hardness, it was de- 
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MID-WEST 
FIBER-CUSHIONED 
SNAGGING WHEELS 





A SMOOTH, 
N NON- ABRASIVE 
ABSOMBING hee ‘SmooTh LINER HERE 
LINER LINER HERE 
HERE 


CREATES MORE 
EFFICIENT, 
LONGER LIFE 
HERE 


ELIMINATES 
WEAR HERE 


MOUNTING 
EASIER HERE 


Whether you use MID-WEST’S 
new automatic grinders, or hand- 
operated swing-frame grinders... 


@ Mid-West snagging wheels are easier to mount! 
@ Their greater efficiency cuts grinding costs! 

@ And they’re easier on your operator! 

Mid-West designed fiber-cushioned centers, plus Mid- 
West’s special resinoid bond—an extremely tough, 
tenacious bond—assure increased production and 
lower grinding costs per ton! For complete informa- 
tion regarding fiber-cushioned snagging wheels— 
write, wire or phone today. 


wfeniel 


EXECUTIVE OFFICES: 510 SOUTH WASHINGTON ST., OWOSSO, MICH. 
FACTORIES: OWOSSO, MICH. ¢« ROCHESTER, PENNA. 
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Complete Facilities 


FOR FAST, ACCURATE, 
ECONOMICAL MACHINING 


Whatever your machining needs, City Pattern 
Foundry and Machine Company has the complete 
facilities to do the job quickly, accurately and 
economically. Shown here are just four typical ex- 
amples of the modern, comprehensive equipment 
that is ready and able to serve you. 








Pratt & Whitney Jig Borer 





Boko Universal Mills Keller Duplicating Machine 












FAST—The full complement of equipment and experienced, skilled 
craftsmen at City Pattern Foundry and Machine Company are an 
unbeatable combination for prompt delivery of any job. 


ACCURATE—Precision workmanship has been synonymous with City 
Pattern Foundry and Machine Company for the past 42 years. With the 
latest machines and a completely equipped inspection department, 
you are assured of accuracy that consistently meets your 
individual specifications. 


ECONOMICAL —With the right equipment to do the job, City anf 
Pattern Foundry and Machine Company maintains peak efficiency y-% re 
and economy. No improvising is necessary. Time is = a oe. 
used to greatest advantage. — «a 


In addition, we have a complete non-ferrous foundry department, 
including a shell mold section and a fully equipped testing it 
laboratory ready to fulfill your casting needs. 


Call or write for detailed information. aa 


CITY PATTERN 


FOUNDRY AND MACHINE CO. 










PHONE TR 4-2000, 1161 HARPER AVENUE, DETROIT 11, MICH. 





























cided to fix the nomogram between 
section thickness, (C + 1/38 Si) and 
(H — 30P), in which H is the brinell 
hardness. By means of the equations 
determined between (C + 1/3 Si) and 
(H 30P) for the various diameters, 
three coherent values for (C + 1/3 
Si) and (H 30P) for each diame- 
ter were calculated and the nomo- 
gram was constructed. Within the 
above mentioned field of utilization 
of the nomogram, figures for the 
(C + 1/3 Si) which must be present 
in the iron in order to get a desired 
hardness in a given section thickness, 
can easily and quickly be obtained. 

From Norway came an exchange 
paper presented by Bull Simonsen, of 
the Central Institute for Industrial 
Research, Oslo, and Dr. Floyd Brown, 
Naval Research Laboratory, Wash- 
ington, formerly temporarily asso- 
ciated with the Norwegian Central 
Institute. This exchange paper was 
from the Norwegian foundry associa- 
tion, Norges Stoperitekniske Foren- 
ing. The subject was Widmanstatten 
and Other Abnormal Graphite Forms 
in Cast Iron. 

The paper describes the appearance 
and condition of formation of a num- 
ber of abnormal graphite forms in 
gray cast iron, associated with im- 
paired mechanical properties. It is 
postulated that the formation of Wid- 
manstatten type graphite is not a 
function of a critical cooling rate, nor 
is it reproducible after heat treat- 
ment. 

Investigation of trace elements 
present along with the abnormal 
graphite forms led to the suspicion 
that lead and tin might be causatory 
features, and experiments proved 
that, in fact, Widmanstatten type 
graphite was associated with a lead 
addition to a melt, giving low tensile 
strength. Other experimental work 
is proceeding, and the authors offer 
the conjecture that the anomalous 
forms reflect graphite-metal inter- 
facial energies altered by the pres- 
ence of small amounts of impurities. 
In this connection, the authors note 
that small amounts of residual ele- 
ments like Pb, Bi, Sb, Sn and others 
may prevent the formation of nodules 
when Mg is added. 

Gases in Cast Iron was the subject 
of a report submitted on behalf of 
the Joint Committee of the Institute 
of British Foundrymen and the Brit- 
ish Cast Iron Research Association, 
presented by the chairman, H. Mor- 
rogh. This committee has made an 
exhaustive examination of the tech- 
niques for the determination of the 
gaseous elements in cast iron and for 
the sampling of cast irons for these 
determinations. 

The vacuum-fusion method has 
been chosen for the determination of 
oxygen and nitrogen, but a chemical 
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What customer 


wouldn't love to 


CUT COST 


40% 7 








Here's an example 


SHELL 
MOLDED 


with DUREZ resin 


Less metal. Shell Cast Alloys, Limited, of Canada cast this grey iron oil burn- 
er motor housing part in shell molds, achieving a 30% weight reduction as 
compared with green sand casting. Dual savings resulted: in metal and in freight 


costs. 


Less finishing, In green sand, polishing and finishing cost the customer 11¢ 
per piece in material and labor prior to applying enamel coating. Surfaces of 
the shell castings are so smooth that no polishing is required and all machining 
is eliminated. Precision of shell casting is such that center hole tolerance is 


held within +.004 and 
What you can expect. 


Overall cost reduction of 40% on this job is above 


average. But when you consider possible savings in metal, handling, space, sand, 


PROTECTIVE COATING RESINS 





and time, you may find excellent reason 
tor shell molding. Durez, pioneers in 
the field, can serve you in many ways. 
We have foundry resins of proven ex- 
cellence, adhering agents, and experi- 
ence that is entirely at your service. 


SHELL MOLD RESINS THAT FIT THE JOB 








Who hasn’t heard of the 
mighty “CAT’’? 

















No other machines have wrought more tremendous changes on 
the American industrial and agricultural scene—powerful 
machines that rearrange the earth's contours, help reap our 
harvests, build our roads, haul our timber. These and a 
thousand other tasks that man used to do in weeks, Caterpillar 
equipment now does in hours. 


ee of two 48” tometer by “ The men who build ''Cats” use only the best in methods and 

oot long rotary type sand driers an : ° ° ope ° 

seni testament tor tention materials. Their continued use of Ottawa Silica sand is good 
evidence of satisfaction; of product uniformity and purity. 


sand from driers to storage bins. 


OTA WA 


I C A S A N D § 


For twenty five of Caterpillar's fifty years of existence the Great 
Lakes Foundry Sand Co., Detroit, has supplied Ottawa Silica Co.'s 
sand to the Caterpillar Foundry. It is a quarter century of service to 


be proud of. 
Ottawa Silica Company extends congratulations to its joober, and 








ery assurance that the quality which has kept Ottawa's product in good 
95.25% ot standing will be constantly maintained in the years to come. 
le 0 Hy 





OTTAWA 


SILICA .COMPANY 





9 
z= 
v 
4 





0 5 S PLANTS LOCATED IN 
FINES‘ OTTAWA, ILL. AND ROCKWOOD, MICH. 
SERVING THE FOUNDRY, GLASS, AND CERAMIC INDUSTRIES FOR OVER 50 YEARS 
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method has also been used for the de- 
termination of the latter. The vac- 
uum-fusion method is not ideally 
suited to the determination of hydro- 
gen and an improved vacuum-heating 
technique has been developed. The 
sampling of cast iron for gaseous- 
element determinations is shown to 
be very important. Differing results 
for oxygen content may be obtained 
according to the position of the sam- 
ple in sand cast samples. Small chill 
cast samples are shown to give re- 
producible results for oxygen, nitro- 
gen and hydrogen using the vacuum- 
fusion process, Using small chill cast 
samples, metal has been sampled at 
a number of works using a wide 
variety of melting units and melting 
practice. These results are presented 
in detail. 

It has been shown that oxygen it- 
self does not influence the chilling 
tendency or the annealability of mal- 
leable iron. The oxygen may appear 
in some circumstances to have a 
chilling tendency due to its combin- 
ing with aluminum which has a 
graphitizing influence. Nitrogen in 
cast iron is shown to be a carbide 
stabilizing element, the effect of 
which can be neutralized by small 
additions of aluminum. The influence 
of the amount of steel scrap on the 
gaseous element content of cupola 
melted metal has been studied. 

A paper from the British Cast Iron 
Research Association on Behaviour of 
Molding Sands at High Temperatures, 
was by W. B. Parkes, assistant de- 
velopment manager, and R. G. God- 
ding, sands investigator. The authors 
describe experiments made with an 
apparatus by means of which it is 
possible to raise the temperature of 
a sand test piece uniformly and rap- 
idly; the maximum rate of heating 
attained is from room temperature to 
1000° C in about two minutes. Stress- 
strain curves have been obtained on 
the heated sand, and the expansion 
can also be measured. 

Tests show that the expansion of 
sand increases with hardness of ram- 
ming. The addition of organic mate- 
rials such as coal dust and wood flour 
has a negligible effect on expansion, 
except insofar as it affects ease of 
compaction. Plain sand-clay mixtures 
have a deformation which at all tem- 
peratures up to the initial softening 
point of the clay is lower than the 
expansion up to that temperature; 
they are also brittle. Defects due to 
expansion are therefore frequent with 
such mixtures, particularly in green 
sand molds. 

The addition of wood flour and 
many fibrous materials increases de- 
formation slightly and reduces brit- 
tleness considerably at all tempera- 
tures. Coal dust has little effect on 
deformation, but reduces brittleness 
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slightly at temperatures above the 
softening point oc the coal. 

On behalf of the Swedish Foundry- 
men’s Association, H. Petterson pre- 
sented an exchange paper on Spalling 
of Green Sand Molds and its Relation 
to Casting Defects. Studies show that 
coarse grain sands with wide grain 
distribution, a high content of clay 
(preferably sodium bentonite) and an 
addition of coal dust, cereals or sugar 
are the most important factors per- 
taining to the composition of the 
molding sand that conferred good re- 
sistance of the molds to spalling. At 
very low moisture contents, the re- 
sistance was alco very good despite 
low mechanical strength of the molds. 
Otherwise, the magnitude of the orig- 
inal moisture content had very little 
influence. 

The effect of drying was not noted 
until the moisture content of the heat 
affected part of the mold was de- 
creased below 0.4 per cent. Oven 
dried molds showed a much higher 
resistance than green sand molds. 
Certain additions, particularly those 
of an acid character, had a detri- 
mental effect on the resistance of 
bentonite bonded molds. Except at 
extremely high and low hardness 
values, the resistance increased rap- 
idly with decreased mold hardness. 
With bentonite-bonded molds with- 
out extra additions, the time before 
spalling started decreased with in- 


creasing heating intensity only up to 
a certain limit, whereupon the resist- 
ance increased again. 

Effect of Mold Material on the Sol- 
idification Rate of Cast Metals was 
the title of a combined report from 
three subcommittees of the ‘Technical 
Council of the IBF. The first commit- 
tee to investigate this work started 
in 1947. It was thought that the rate 
of solidification of a casting could 
be conveniently defined as the speed 
of movement of the solid-liquid metal 
interface away from a mold wall, and 
that by “slushing’”’ a casting it would 
be possible to study this movement. 

The conclusions drawn from ex- 
periments with this method are:— 
(a) That it is insufficiently sensitive 
to determine the difference of cool- 
ing power of different types of sand, 
and (b) that in all pure metals, or 
alloys freezing at a constant tem- 
perature, there exists a zone of par- 
tial solidification between the all- 
liquid and all-solid zones, and this 
makes the definition of the solidifica- 
tion rate difficult. 

The next approach was to inves- 
tigate the suitability of the pyromet- 
ric method for investigating the rate 
of solidification of cast metals. The 
main investigation was carried out by 
using this method and, by standard- 
izing all variables, very good repro- 
ducibility was obtained. Some of the 
general conclusions are: (a) That the 














“Thanks Horsehide—now Carnish wants you to light his cigarette too.” 
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TTInNG COSsTs 


1S HERE 


This new REINFORCED wheel has 
been designed to cut your cutting 
costs. Its remarkable new ‘sharpness’, 
strength, and free cutting qualities 
can bring about real savings at a 
critical point in your costs. 


The new “BLUE FLASH” bond and 
structure take full advantage of the 
cutting ability of each abrasive grain. 
The fast, free cutting action that 
results is boosted further by rough 
abrasive sides which practically elim- 
inate binding, the cause of most chip- 
ping and breakage. Wheel speed stays 


a a Call on your local 
BAY STATE DISTRIBUTOR , 
he’s a key man on all 

grinding problems. 


BAY STATE ABRASIVE PRODUCTS CO., 


Westboro, Mass., U.S.A. 


Branch Offices and Warehouses — Bristol, Conn.; 
Chicago, Ill.; Cleveland, Ohio; Detroit, Mich.; Pittsburgh, Pa. 


Distributors — All principal cities 






high to cut more metal per unit of 
time at /ess cost in abrasive consumed. 
Cuts with BLUE FLASH are fast, 
clean, cool ... and safe. 


You depend on cut-off machine and 
operator for low cost cleaning room 
operation. But they can work no faster 
than the wheel that does the cutting. 
Now, “Blue Flash” wheels give both 
operator and machine new freedom 
to produce for profit. 


These new “Blue Flash” cut-off wheels 
for foundries are strongly reinforced 
internally for rugged work on alu- 


minum, bronze, cast iron, steel or 
alloys ... one more example of BAY 
STATE'S famous “Wheels of Prog- 
ress”, serving industry everywhere. 


In Canada: Bay State Abrasive Products Co. (Canada) Ltd., Brantford, Ont. 


Manufacturers of all lyfres of Quality arasicve Products 





























NOW... 


Air-Conditioned 
a Grinding 
el ip Hood 
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Now complete protection can be provided to 
every worker who must do grinding in an area where 
exhausting of abrasive-laden air is impractical. The CESCO 
No. 10256 Grinding Hood with its supplied air unit was 
designed for this service and has proved invaluable in 
use by hundreds of workers. 


The CESCO Grinding Hood slips on quick, and gives 
complete breathing protection. The air supply is regu- 
lated by the wearer to suit his breathing. 

The large full-view window is made of acetate and 
easily replaced when necessary. There is plenty of room 
inside the hood so the user can wear safety glasses or 
goggles. Comfortable fitting headgear prevents slipping. 
The hood is made of durable, washable, double-filled khaki 
duck. Helmet-headgear combination is fastened to hood 
by a slide fastener for quick removal and attachment. 

* 
See your CESCO safety equipment distributor 
for further information on the CESCO No. 10256 
Grinding Hood, or write for details today 


CHICAGO EYE SHIELD COMPANY ® 2324 Warren Boulevard, Chicago 12, Illinois 


Co RY of o aa 


OFFICES IN: Atlonta, Birmingham, Boston, Buffalo, Cincinnati, Cleveland, Columbus, Dallas, Detroit, East Orange, 
Houston, Indianapolis, Kansas City, Knoxville, Little Rock, Los Angeles, Louisville, Mexico City D.F., Milwaukee, Montreal, 
Peoria, Philadelphia, Pittsburgh, Salt Lake City, San Francisco, Spokane, St. Louis, St. Paul, Toledo, Tulsa, Wichita 





coarser the sand the greater its cool- 
ing power at a given ramming den- 
sity; (b) the haraer a mold is rammed 
the greater its cooling power at a 
given ramming density, other vari- 
ables being the same; (c) the higher 
the moisture content of a sand the 
greater its cooling power when all 
other variables are equal; and (d) 
the presence of coal dust causes some 
increase in the cooling power of the 
mold in the case of casting sections 
up to 1%-in. 

A paper based on a research re- 
port from the British Non-Ferrous 
Research Association was presented 
by A. Cibula, research investigator 
at the association. The title was In- 
fluence of Grain Size on the Struc- 
ture, Pressure-Tightness and Tensile 
Properties of Sand-Cast Bronzes and 
Gunmetals. The paper deals with the 
study of the relation between grain 
size and properties, using grain re- 
finers developed in previous work. 
Iron or cobalt boride, or zirconium 
carbide or nitride, were added to gun- 
metals containing from 2 to 14 per 
cent tin, 2 to 5 per cent zinc, and 0 
to 5 per cent lead. For comparison, 
alloys were also cast without grain 
refiners. 

Intergranular films of tin-rich eu- 
tectoid were more pronounced in the 
grain-refined castings, but could be 
eliminated by restricting the tin con- 
tent to less than 8 per cent. Large 
intergranular particles of lead in the 
bearing alloys were also more nu- 
merous in the fine-grained castings. 
In both well fed and poorly fed cast- 
ings, the total porosity was least in 
alloys of finest grain size. In cast- 
ings with columnar structures, how- 
ever, shrinkage porosity tended to 
concentrate at the center-line, leaving 
the skin of the casting sound, where- 
as in the fine-grained castings por- 
osity was dispersed, leaving little or 
no sound skin, and largely occurred 
in layers perpendicular to the direc- 
tion of feeding. Because of their un- 
favorable distribution of porosity, 
grain-refined castings had much 
poorer pressure-tightness and, gen- 
erally, mechanical properties. 

Equiaxial structures produced by 
the use of a low casting temperature 
instead of a grain refiner were asso- 
ciated with similarly poor pressure- 
tightness. For each type of casting 
there was a critical pouring tempera- 
ture at which the macrostructure 
changed from columnar to equiaxial, 
accompanied by a_ dispersion of 
shrinkage porosity, and satisfactory 
properties were obtained only with 
higher casting temperature. 

The results suggest that the mode 
of solidification of bronze and gun- 
metal castings varies considerably 
with pouring conditions. Solidification 
in alloys cast at high temperatures 
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Is your present abrasive tough enough to prove itself in per- 
formance? You can’t judge an abrasive by looks, claims or 
promises. The only test of any abrasive is its cost per ton of 
castings cleaned. Because of exclusive metallurgical character- 
istics, Malleabrasive gives you the lowest cost per ton cleaned 
of any premium abrasive on the market! This has been proved 
in hundreds of production tests by users throughout the 
country. Prove it in your production test. We guarantee that 
Malleabrasive will give you lowest cost per ton of castings cleaned. 

To order Malleabrasive, or for additional information on 
running a test, contact Pangborn Corporation, 1400 Pangborn 
Blvd., Hagerstown, Md. 


Pangborn DISTRIBUTORS FOR 


U.S. Patent #2184926 (other patents pending) 














The CONVENIENCE of I 
SOURCE OF SUPPLY PLUS 


The DEPENDABILITY of 4 
SOURCES OF SUPPLY 
for ALL your foundry coke 





SeeneEnne Rein a 


There’s a plant near you— 


Semet-Solvay Division is the only merchant 
coke producer with four coke plants. And 
they are so strategically located that they 
can serve more than 82 per cent of the gray 
iron foundries in the United States and 
Canada. This means that one or more of our 
plants can conveniently serve you. Each is 


plants has the latest machinery for screen- 
ing, for daily physical tests and chemical 
analyses. Our fifty years’ experience in coke 
making and our complete control over all 
phases of coke production from mine to 
cupola mean that Semet-Solvay can assure 
you of properly sized foundry coke that is 
dependable in supply and consistent in 
quality. That is why Semet-Solvay foundry 


ready to supply all the high-quality foundry coke means “Better Melting.” 
coke you need...when you need it! Yes, 
your coke supply is assured when you specify 
Semet-Solvay for... 





Another Semet ‘‘plus’’ 


Semet’s new capacity is a record 
FREE Metallurgical service 


3,750,000 tons per year! 
To give the specialized ‘“‘outside” 
aid that often clears up trouble or 
variable results in a foundry, Semet- 


Thanks to a new battery of 76 coke ovens at 
our Ashland, Kentucky, plant, Semet-Solvay 
goes even further out front as the largest 


producer of merchant coke in the country Solvay has available Foundry Metal- 
...33% million tons per year! And, because lurgists—practical foundrymen who 
Semet has no prior commitments with afhhi- are not only experts in the use of 
ag plants or ews — foun- Semet-Solvay foundry coke in the 
ry coke customers have first call on our cupola, but are qualified consultants 
output. You get the kind of coke you want ; h f ie OD 
ae ett ae “ar enn: Lapis in many phases of gray iron foundry 
when you specify Semet-Solvay because. . . 
ings bibles operations. 
Your coke is sized to fit your cupola Let them help you. There’s 





no charge or obligation. 








You have your choice of 5 sizes when you 
““vo Semet,” for each of Semet-Solvay’s four 





SEMET-SOLVAY DIVISION 
Allied Chemical & Dye Corporation 
40 Rector Street Nie New York 6, N. Y. 
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Cincinneti—723 Dixie Terminal Building, Cincinnati 2, Ohio Cleveland—2405 Terminal Tower Buiidina, Cleveland 13. Ohio 
Detroit—2532 Buhl Building, Detroit 26, Michigan Buffalo—602 Genesee Building, Buffalo 2, N. Y. 
Toronto—25 King Street, Room 1317, Toronto 1, Ontario, Canada 
Western Distributor: Wilson & Geo. Meyer & Co., 333 Montgomery St., San Francisco, Calit. 
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without a grain refiner proceeds 
largely by skin growth, whereas 
when grain refiners are introduced, 
xr the metal is cast at a low tem- 
perature, equiaxial grains are nu- 
‘leated throughout the casting and 
‘pasty” solidification occurs. 

L. Fletcher presented a paper on 
behalf of the Light Metal Founders’ 
Association, through the Aluminium 
Development Association. The pa- 
per was entitled British Aluminium 
Casting Developments. It is noted 
that the successful entry of aluminum 
castings into fields traditionally held 
by other metals has been based on 
the adaptability of the metal for 
sound and economic casting, or for 
its advantages in fabrication and 
service—but usually on both factors. 
The characteristics of the AlI-10 
per cent Mg casting alloy LM10 are 
described in view of its emergence 
from principally aircraft applications 
into general use over a considerable 
range. 


Stresses Permanent Mold Flexibility 


Emphasis is placed on the flexi- 
bility of the permanent mold casting 
process, and on the influence of ar- 
gon-arc welding developments in fa- 
cilitating the use of relatively small 
cast sub-components for assembly 
into complex and often bulky prod- 
ucts difficult or impossible to cast 
in one piece or to join by any other 
method. 

In his conclusions, the author men- 
tions that the peak annual output 
of aluminum alloy castings in the 
United Kingdom during the World 
War II was approximately 59,000 
tons. Today the industry is produc- 
ing at the rate of 90,000 tons a year. 

The British Steel Casting Research 
Association contributed a paper on 
Metal and Mold Research on Steel 
Castings. This paper was divided into 
parts. Part I, “Solidification Mechan- 
ism’’ was by Dr. J. A. Reynolds, as- 
sociated with the BSCRA and A. 
Preece, professor of metallurgy, 
King’s College, University of Dur- 
ham, Newcastle-upon-Tyne. This part 
of the paper examines some of the 
factors controlling shrinkage  un- 
soundness in steel castings. It is 
shown that thermal-analysis data, 
obtained either by direct measure- 
ment or by simulation techniques, 
can be applied only to the control of 
gross shrinkage. Experiments are de- 
scribed which illustrate the useful- 
ness of the volume: surface-area ratio 
is an aid to establishing directional 
solidification and so achieving this 
control. 

Part II, by J. M. Middleton and 
Dr. J. White, University of Shef- 
field, was on ‘‘Mold and Core Bonding 
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TRAMP IRON PROTECTION 








Here's Positive Self-Cleaning 








THE DINGS /N-LINE 


RECTANGULAR MAGNET 






this 
coupon 


today 





@ DINGS IN-LINE RECTANGULAR SELF- 
CLEANING MAGNETS pull tramp iron of any shape 
out of belt or oscillating conveyor burdens traveling 
at any speed. They do the job where even the largest 
diameter magnetic pulley would fail—where burden 
trajectories are almost horizontal. 


@ Iron extraction with the Dings IN-LINE is parallel 
to burden travel and at the same speed. That’s why 
this magnet can handle tramp iron such as long iron 


rods with ease. 


@ The IN-LINE is a self-cleaning version of the 
Dings RM rectangular magnet—the most efficient ever 
designed for removing tramp iron from conveyor 
belt burdens. Available in standard sizes to meet almost any 
belt speed, width or burden characteristic requirements. 


DINGS MAGNETIC 
SEPARATOR COMPANY 


4708 West Electric Avenue 
Milwaukee 46, Wisconsin 


Dings Magnetic Separator Company RM155-2/3 
4708 West Electric Avenue, Milwaukee 46, Wisconsin 


j 
DINGS: Please send copy of your RM Catalog 1315A to: i 
Name : ants } 
Company-_ 4 
Address a 
City = __--46ne..__ State... St leaaas 
— a oe a we oe = 
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SOLDIERS AND SAILORS MONUMENT, INDIANAPOLIS, INDIANA 


BRUNO SCHMITZ ARCHITECT 


CENTER OF ATTRACTION in the great midwest city of Indianapolis 


is the towering 315-foot Soldiers and 
Sailors Monument. Dedicated in 1902, 
this magnificent and memorable edifice 
has virtually become the ‘‘trade-mark’’ 


of Indianapolis. 


CENTER OF QUALITY and America's sole and dependable 


Hickman, Williams & Co. 


CHICAGO -* 


CLEVELAND 


DETROIT » 


source of Indianapolis Foundry Coke— 
the accepted standard of quality in the 
foundry industry. Uniform size—uniform 
structure mean easily controlled tem- 
peratures. Highest efficiency means ex- 
ceptional economy and performance. 


For all the facts and figures 
contact any Hickman-Williams office 


(INCORPORATED) 


CINCINNATI * ST. LOUIS * NEW YORK 
PHILADELPHIA + PITTSBURGH + INDIANAPOLIS 


Established 1890 





Agents.”’ This part opens with a de- 
scription of tests carried out to de- 
termine the mineral classification of 
a bonding clay. The bonding prop- 
erties, together with a “life” index of 
a number of bentonites from a wide 
variety of sources, are then com- 
pared, as also is a number of kaoli- 
nitic clays of British origin. While 
it is shown that the latter have in- 
ferior bonding properties as compared 
with the bentonites, mixtures of the 
two types of clay are indicated as 
offering certain advantages. 


Compared Core Baking 


Dielectric cured and oven-baked 
resin-bonded cores are then compared, 
and their relative susceptibilities to 
moisture pickup are investigated. The 
incidence of hot-tearing in steel cast- 
tings is shown to be influenced not 
only by the degree to which the 
mold is rammed, but also by the 
type and amount of bond employed 
in the molding material. 


An exchange paper from the Swiss 
Foundrymen’s Association was pre- 
sented by Borut Marincek of the 
Eidgenossische Technische  MHoch- 
schule, of Zurich. The title was 
Comparative Study on Melting Fur- 
naces of Gray Iron Foundries. The 
author states that the continual in- 
crease in the price of coal compared 
with the price of electricity and the 
increasing demand for improved qual- 
ity cast irons are both leading to a 
reappraisal of the use of melting fur- 
naces in the iron foundry, particu- 
larly since in the future the cost of 
an electric calorie may well become 
less than the cost of a coal calorie. 


Against this background the use 
of the cold blast cupola, the hot 
blast cupola, the arc furnace and the 
induction furnace as melting units in 
the foundry are considered and com- 
pared. Owing to the different modes 
of operation of these furnaces and 
the resulting differences in the qual- 
ity of the iron they produce, a direct 
comparison between them is not fea- 
sible. The examination is therefore 
mainly concerned with a discussion 
of the advantages and disadvantages 
of each and an indication of when the 
one or the other type is preferable. 

The Association Technique de 
Fonderie de Belgique presented an ex- 
change paper entitled Results of 
Metallurgical Studies of the MBC and 
ADS Cupolas, by Prof. A. de Sy, 
Robert Doat, Roger Balon and Lucien 
Winandy. The research was carried 
out under the auspices of the re- 
search organizations of FABRIMET- 
AL. The MBC cupola is the metal- 
lurgical blast cupola, and the ADS 
is a type of cupola developed by the 
Centre d'Etudes et Recherches de 
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ALLEN SHOVEL enables Yale fork truck to double 
as foundry “clean-up man” 


CRANE CO., in the foundry of its Chicago works, formerly used manual labor 
to move cupola droppings, slag and waste core sand to an open pit in the foundry 
yard. There a yard crane with clamshell bucket loaded the material into gon- 
dola cars. 

Now, an Allen Shovel-equipped Yale truck greatly simplifies the job, easing the 
burden of the foundry workers and releasing the crane and its crew for other 
yard work. The fork truck-shovel unit is in constant use thirty hours a week, 
including handling limestone and core sand. Change over from shovel to forks 
is a matter of 10 to 15 minutes at most. 

Your fork truck becomes a multi-purpose machine when equipped with an Allen 
Shovel. You can keep it profitably busy a// the time. Your need for investing in 
single-purpose mobile bulk handling equipment is practically eliminated. What's 
more, the shorter length, shorter turning radius and greater dumping height 
of an Allen Shovel-fork truck combination assures faster handling, lower hand- 
ling costs. 

Take the first step vow—send for details and on-the-job performance data about 
Allen Shovels. Use the handy coupon. 


ALLEN SHOVELS are available for all makes of fork trucks. 
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/asp ALLEN INDUSTRIAL 


PRODUCTS, INC. 


shovels, snow plows and cabs for industrial trucks. 
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ALLEN INDUSTRIAL PRODUCTS, INC. 


LIBERTY STREET, BATTLE CREEK, MICH. 
[-] Send complete shovel attachment details. 
[_] Send representative. 


Specify make and model of truck 


BATTLE CREEK, MICH. Name Title 
Company 
America’s foremost designers and builders of Street City State 








Introducing U. S. FoundryGiant 
—the all-purpose line of foundry belts 


FOR GENERAL SERVICE 


U. S. FoundryGiant Belt (Type G) —For gen- 
eral foundry conveyor and elevator service 
in sand distribution and reclaim systems. Has 
maximum resistance to abrasion. Specially 
compounded to handle green or tempered 
sand or hot reclaim sand. Available in all 
standard ducks, rayon and cotton-nylon fab- 
rics for temperatures up to 275 degrees F. 
For higher temperatures, up to 350 degrees 
F., available with glass fabric carcass. 





FOR SHAKEOUT SERVICE 

U. S. FoundryGiant (Type S) has built-in protection against 
the ripping and tearing action of metal flash, sprues, gates, 
core wires, geigers. Wire inserts imbedded in the carcass, 
force out or throw aside any injurious items, minimizing rips. 
Covers have high resistance to abrasion. Built for long life 
under high-heat conditions. Available in all standard ducks, 
rayon and cotton-nylon fabrics for temperatures up to 275 
degrees F. Available with glass fabric carcass for handling 
hot shakeout sand up to 350 degrees F. Where burning from 
hot metal is a factor, an asbestos ply can be inserted in the 
top cover to prevent holes from being burned into the belt. 





FOR OIL-TREATED CORE SAND 


U.S. FoundryGiant (Type O) has 
synthetic covers that are specially 
compounded to resist swelling and 
deterioration from presence of oil in sand, 
and to resist abrasion. Available in all 
standard ducks, rayon and cotton-nylon 
fabrics. 





U.S. FoundryGiant Belts are obtainable 
threugh any of the 27 “U.S.” District Sales 
Offices, ‘‘U. S."’ distributors or by writing 
to address below. 


“U.S.” Research perfects it...“U. S.” Production builds it...U. S. Industry depends on it. 


UNITED STATES RUBBER COMPANY 
—ae MECHANICAL GOODS DIVISION - ROCKEFELLER CENTER, NEW YORK 20, N.Y. 





Hose « Belting ° Expansion Joints * Rubber-to-metal Products * Oil Field Specialties ¢ Plastic Pipe and Fittings « Grinding Wheels ¢ Packings * Tapes 
Molded and Extruded Rubber and Plastic Products « Protective Linings and Coatings « Conductive Rubber * Adhesives * Roll Coverings « Mats and Matting 
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Fonderie under the direction of Pro- 
fessor de Sy. 

Both these cupolas aim to stabilize 
the refractory in the melting zone by 
means of water cooling. This elimi- 
nates contamination of the slag dur- 
ing melting, so that the estimated 
composition of the slag charged will 
approximate very closely that of the 
slag actually formed. Thus the slag, 
by its composition and volume, can 
constitute a key to the control of 
the properties of the iron melted. 


The authors found that if the ADS 
cupola is compared when operating 
without lining in the melting zone 
(that is the sole method which has so 
far been studied in any detail), first 
with the MBC and then with the 
ordinary cupola, the ADS lies be- 
tween the two. In the ADS the con- 
trollability factor is limited to the 
elements C and §S, while in the MBC 
the control is extended to all the five 
normal elements of cast iron. It is 
thus apparent that the ADS is com- 
plementary to the MBC plant. 


Described Investment Foundry 


An exchange paper from the South 
African branch of the Institute of 
British Foundrymen was _ presented 
by J. Steele, foundry manager, 
P.D.L. Precision Castings (Pty.) 
Ltd., Johannesburg. The title was 
A Jobbing Investment Foundry in 
South Africa. The paper outlines the 
establishment of the first industrial 
investment casting foundry in South 
Africa. The period covered is five 
years, from the initial experimental 
stage to present-day full production 
capacity. 

The Australian (Victoria) branch 
of the IBF contributed an exchange 
paper on The Foundry Industry in 
Australia, by A. W. Silvester, ma- 
terials engineer with Repco Ltd., 
Melbourne. The paper is a descrip- 
tion of the postwar foundry industry 
in Australia. It is divided broadly into 
four chapters: “Australia Today’; 
“Basic Material and Power Re- 
sources”; “The Foundry Industry”; 
and ‘Australia Tomorrow.” 


A report from Technical sub-com- 
mittee T.S. 24 of the IBF on Ingates 
was presented by F. J. McCulloch, 
chairman of the subcommittee. It 
summarizes the various factors af- 
fecting metal flow. The initial experi- 
ments and an exhaustive study of the 
literature convinced the subcommit- 
tee that molten metal at pouring tem- 
peratures behaves like a normal fluid 
and that, therefore, the laws of hy- 
draulics could be applied. From these 
laws, equations have been derived 
relating the rate of flow to the shape 
and size of the gating system. 

The report does not lay down any 
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Send for Moto-Bug bulletin. Write to: 


P. Washi i 
KWIK-MIX CO. °° Weshinston 


NAME a . = 
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STREET 





CITY, STATE a 





KWIK-MIX 


(Koehring Subsidiary) 





There is no limit to Moto-Bug 
usefulness around mixers, molding 
stations, ovens, shake-out floors, 
cleaning rooms, yards and storage 
areas. Check its 3-tool versatility: 
Carries *%4 ton on platform... 
sturdy 34-inch x 4-foot flatbed plat- 
form tilts for easy pull-away when 
unloading . . . has stake pockets for 
adding sideboards. 


Hauls 10 cu. ft. in hopper body 

. interchangeable hopper for bulk 
materials has instant gravity dump 
with snub-line control. 


Lifts '2 ton at 6 ft. height... 
fork lift attachment has power driven 
lift . . . 20-inch long forks (30-in. 
optional). Forks are adjustable to 
32-inch width. 


—_ Kwik-Mix now offers 
¢ ' 2 sizes of Moto-Bugs. 
‘ Big 8.3 h.p. model has 
~ 15 or 18 cu. ft. hopper; 
l-ton platform; %4- 
ton (7-foot) fork lift. 


























In research 
and experimentation , 
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Allan H. Freedman and George A. Sellinau, seniors at CASE 
INSTITUTE OF TECHNOLOGY, Cleveland, pouring an experimental 
copper base alloy test bar at temperature of 2000 degrees—in 
a HINES FLASK. 
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Because of excellent color match, welded joint in 
rocker arm is almost invisible after three years 


Repair Weld Keeps Machine in Service 


By H. C. WAUGH and ROY FRANK 
International Nickel Co. 
New York 


PINNING at 1200 rpm, a loaded 

centrifugal casting machine 

exerts terrific pressure on its 
cast iron rocker arms and supports. 
If either breaks loose, personnel and 
property are endangered, the cast- 
ing will be lost, and a delay of 
months can be expected before arms 
and supports can be replaced. Add 
to this the possibility of being in 
the middle of a big contract and 
you have an actual situation that 
happened in the foundry of a large 
company about three years ago. 

Both the rocker arm that locks 
over the top of the cylindrical mold 
or flask and the support to which it 
is attached snapped off simultaneous- 
ly. 

The spinning flask tore loose and 
the molten metal started several 
small fires. Fortunately, there was 
no injury to personnel. 

After considering all the factors, 
the company welder was consulted 
and he suggested welding the broken 
parts with a 55 per cent nickel, 45 
per cent iron electrode (Ni-Rod 55). 


Before starting to weld, he cleaned 
the fractured metal with a wire 
brush and removed the casting skin 
in the weld area with a grinding 
wheel. The welder next ground a 
vee groove between the fractured 
surfaces with an included angle of 
about 80 degrees. Then he preheat- 
ed the arm and support at the break 
to about 250° F, using an oxyacety- 
lene torch. After deposition of each 
bead, slag was removed, the bead 
wire brushed and peened. 

He kept the are length about the 
same as he would when using a mild 
steel electrode. Current settings 
were kept between 120-150 amps ac, 
and 5/32-in.-diameter electrodes were 
used. When both arm and support 
repairs were finished, he placed two 
1 in. by %-in. steel bands over the 
top edges of the upright support 
and welded them in place for addi- 
tional strength. After the welds 
had cooled slowly under an asbestos 
blanket, they were ground flush, 
making them almost invisible against 
the base metal, 


Centrifugal casting machine spins at approximately 
1200 rpm and holds from 1200 to 1700 Ib of metal 





Upright support to lock rocker arm 
in place also was welded. The chalk 
shows break area. Note color match 


The company estimates that a 
new arm and support would have 
cost $500 and caused a delay of at 
least six weeks. Instead, it took 
about eight hours of welding and 
20 lb of 5/32-in. electrode to put the 
machine back in operation. After 
three years the centrifugal unit is 
still in regular use. 





empirical rules for gating but rather 
provides basic information so that 
once the foundryman has decided 
what he requires of the gating sys- 
tem, i.e. the number and position of 
ingates, the mold filling time, the 
speed of entry at the ingates and 
whether it is to be pressurized or 
nonpressurized, the information and 
equations given in the report will 


enable the total ingate size and the 
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dimensions of the remainder of the 
gating channels to be determined. 


ASM Announces Scholarships 


For the third consecutive year, the 
American Society for Metals. will 
award scholarships in metallurgy to 
19 leading engineering schools in the 
United States and Canada. Scholar- 


ships are to stimulate interest in met- 
allurgy, with the objective of a great- 
er supply of metallurgical engineers 
needed by the industry. A total of 
129 $400 scholarships already have 
been awarded through American and 
Canadian engineering schools having 
undergraduate degree courses in met- 
allurgy. Scholarship grants are made 
to the university, which selects re- 
cipients 
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Jy. They like 


At Climax’s Colorado mine, there’s enough molybdenum 


to supply all the free world’s needs for at least 35 years 


at the present rate of consumption. 


Moly can be added to most grades of cast iron without 


changing character of charge, normal melting practice, 


or the base metal. No balancing is necessary. Moly is neither 


a graphitizer nor a strong carbide former. Moreover, 


effective additions are so small they can be made at the spout or 


in the ladle because the cooling effect on the iron is insignificant. 


Moly not only adds strength to a casting but can do more. 
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Strength plus toughness 

Strength plus growth resistance 

Strength plus response to heat treatment 
Strength plus wear resistance 

Strength plus elevated temperature properties 


Strength plus uniformity in heavy and 


varying sections 


For engineered castings — get better results with 
Moly. If you would like to add your name to our mail- 
ing list for a series of leaflets on Moly Iron — address 
Dept. 20, Climax Molybdenum Company, 500 5th 
Avenue, New York 36, N. Y. The first leaflet is now 
ready for you. Write today. 
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Because of excellent color match, welded joint in 
rocker arm is almost invisible after three years 
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Repair Weld Keeps Machine in Service 


By H. C. WAUGH and ROY FRANK 
International Nickel Co. 
New York 


PINNING at 1200 rpm, a loaded 
centrifugal 
exerts terrific 


casting machine 
pressure on _ its 
cast iron rocker arms and supports. 
If either breaks loose, personnel and 
property are endangered, the cast- 
ing will be lost, and a delay of 
months can be expected before arms 
and supports can be replaced. Add 
to this the possibility of being in 
the middle of a big contract and 
you have an actual situation that 
happened in the foundry of a large 
company about three years ago 
Both the rocker arm that 
over the top of the cylindrical mold 


locks 


or flask and the support to which it 
is attached snapped off simultaneous- 
ly. 

The spinning flask tore loose and 
metal started several 
Fortunately, there was 
no injury to personnel. 


the molten 
small fires. 


After considering all the factors, 
the company welder was consulted 
and he suggested welding the broken 
parts with a 
per cent iron electrode (Ni-Rod 55). 


55 per cent nickel, 45 


Before starting to weld, he cleaned 
the fractured metal with a_ wire 
brush and removed the casting skin 
in the weld area with a grinding 
wheel. The welder next ground a 
vee groove between the fractured 
surfaces with an included angle of 
about 80 degrees. Then he preheat- 
ed the arm and support at the break 
to about 250° F, using an oxyacety- 
lene torch. After deposition of each 
bead, slag was removed, the bead 
wire brushed and peened. 

He kept the are length about the 
Same as he would when using a mild 
steel electrode. Current 
were kept between 120-150 amps ac, 
and 5/32-in.-diameter electrodes were 
When both arm and support 
repairs were finished, he placed two 


settings 


used. 


1 in. by 4-in. steel bands over the 
top edges of the upright support 
and welded them in place for addi- 
tional strength. After the 
had cooled slowly under an asbestos 
blanket, ground flush, 
making them almost invisible against 
the base metal. 


welds 


they were 


Centrifugal casting machine spins at approximately 
1200 rpm and holds from 1200 to 1700 Ib of meta! 


Upright support to lock rocker arm 
in place also was welded. The chalk 
shows break area. Note color match 


The company estimates that 
new arm and support would hav 
cost $500 and caused a delay of at 
least six weeks. Instead, it took 
about eight hours of welding and 
20 lb of 5/32-in. electrode to put the 
machine back in operation. Afte! 
three years the centrifugal unit 1s 
still in regular use. 





empirical rules for gating but rather 
provides basic information so that 
once the foundryman has decided 
what he requires of the gating sys- 
tem, i.e. the number and position of 
ingates, the mold filling time, the 
speed of entry at the ingates and 
whether it is to be pressurized or 
nonpressurized, the information and 
equations given in the report will 
enable the total ingate size and the 
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dimensions of the remainder of the 
gating channels to be determined. 


ASM Announces Scholarships 


For the third consecutive year, the 
American Society for Metals will 
award scholarships in metallurgy to 
49 leading engineering schools in the 
United States and Canada. Scholar- 


ships are to stimulate interest in met- 
allurgy, with the objective of a great- 
er supply of metallurgical engineers 
needed by the industry. A total of 
129 $400 scholarships already hav 
been awarded through American ‘ 
Canadian engineering schools havi 
undergraduate degree courses in met- 
allurgy. Scholarship grants are made 
to the university, which selects re 
cipients. 
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are using Mody 
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At Climax’s Colorado mine, there’s enough molybdenum 
to supply all the free world’s needs for at least 35 years 


at the present rate of consumption. 


Moly can be added to most grades of cast iron without 
changing character of charge, normal melting practice, 
or the base metal. No balancing is necessary. Moly is neither 
a graphitizer nor a strong carbide former. Moreover, 
effective additions are so small they can be made at the spout or 


in the ladle because the cooling effect on the iron is insignificant. 


Moly not only adds strength to a casting but can do more. 


Strength plus toughness 

Strength plus growth resistance 

Strength plus response to heat treatment 
Strength plus wear resistance 


Strength plus elevated temperature properties 








Strength plus uniformity in heavy and 


varying sections 


For engineered castings — get better results with 


Moly. If you would like to add your name to our mail- 











ing list for a series of leaflets on Moly Iron — address 
Dept. 20, Climax Molybdenum Company, 500 5th 
Avenue, New York 36, N. Y. The first leaflet is now 
ready for you. Write today. 
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Production curves take on a 
healthier look when you use 20th 
Century *Normalized shot, the persua- 
sive abrasive. In daily use in foundries 
and metalworking plants everywhere, 
its high uniformity has proven it more 





efficient, more economical. 


Manufactured under close laboratory 





control to assure the same consistent 
quality at all times. 


Try it in your plant! 








THE CLEVELAND 


832 East 67th Street, Cleveland 8, Ohio 
Howell Works: Howell, Michigan 













One of the world’s largest producers of quality shot, grit and 
powder — Hard Iron — Malleable (*Normalized) — Cut 
Wire — Cast Steel (Realsteel) 


*Copyrighted trade name 
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shipments of castings—net tons’) ‘Shipments of castings—1000 pounds) 
Shipments Shipments 
Unfilled Perm. Unfilled 
Total For Sale Orders? Total Sand Mold Die Orders? 
1953 970,506 578,749 1953 658,022 214,553 200.025 239,330 
1954 1954 
May . 67,856 37,306 67,040 May 47,663 12,461 16,312 18,368 83,848 
5 m 366,079 199,591 vee wes 5 mo. 259,512 70,396 87,875 98.842 
June 72,820 41,121 60,163 June 48,061 12,442 17,105 17,886 79,126 
July 50,893 25,243 63,711 July 39,636 11,299 13,749 14,004 76,513 
Aug 59,259 34,528 62,494 Aug 42,429 11,252 15,335 15,213 76,684 
Sept 58,015 33,929 66,742 Sept. 46,249 10,717 16,641 18,228 79,873 
Oct 64,321 36,956 71,090 Oct. 53,901 12,765 19,238 21,245 88,518 
Nov 70.030 41.609 80,686 Nov 55,224 12.934 20.396 21.296 94.491 PRODUCTION WORKERS 
Dec . 80,599 49,005 85,064 Dec 64,045 13,753 23,629 26,017 99,556 
Total 812,016 461,982 j Total 609,057 155,558 213,968 232,731 aca ee 
1955 1955 Estimated Number 
Jan. 82,028 48,000 99,817 Jan 64,414 13,358 23,679 26,819 102,382 . 
Feb 85,979 48,721 101,766 Feb 66,869 13,579 24,319 28,234 108,939 (Thousands) 
Mar 102,364 60,063 99,730 Mar 78,958 6,019 29,029 33,229 110,046 May Apr. May 
Apr 101,226 57,397 104,091 Apr 73,049 14,041 28,028 30,208 109,156 1955 1955 1954 
May . 98,397 57,317 106,446 May 71,733 14,277 25,597 31,243 105,014 Ferrous : 210,100 205,300 184,900 
5 mo 469,994 271,498 5 mo. 355,023 71,274 130,652 149,733 Nonferrous 71,200 71,400 59.300 
rings 
COPPER-BASE ALLOY MAGNESIUM Average Weekly Earning 
pho - ~~ 72.56 
paw Gray Iron 85.97 83.56 72. 
: 4 ; Malleable Iron 88.10 84.60 72.01 
(Shipments of castings—1000 pounds’) (Shipments of castings—1000 pounds’) Steel Rie 85.90 85.08 73.48 
Shipments ; Shipments Unfilled Nonferrous 85.90 83.84 79.00 
Perm. Unfilled Total For Sale Orders? 
Total Sand Mold Orders? 
or: 2 KF ‘ ; 
1953 990,496 888,369 61,316 1993 34,517 31,469 Average Weekly Hours 
1954 1954 Gray Iron 43.2 42.2 38.8 
May 67,859 61,469 3,755 31,568 May 1,738 1,541 7,522 Malleable Iron 43.4 42.3 37.7 
5 mo 357,525 318,786 22,971 Jers 5 mo 10,858 9,601 bar Steel ; 41.3 41.1 37.3 
June 70,777 64,328 3,567 30,743 June 2,034 1,820 8,296 Nonferrous 41.1 40.5 39.5 
July 56,380 51,070 3,073 30,872 July 1,924 1,712 8,073 
Aug 68,891 63,389 3,547 28,883 Aug 2,157 1,944 7,795 
Sept 68,267 62,152 3,637 31,087 Sept. 2,059 1,855 7,474 Labor Turnover Rate (May) 
Oct 70,276 63,855 3,619 30,296 Oct. 2,092 1,876 7,294 > ie 
Nov 70,020 63,065 4.089 27.508 Nov. 2,161 1,906 6.867 a 
Dec 72,421 65,159 4,346 31,954 Dec 2,287 2,031 6,678 Total Total 
Total 834,557 751,804 48,849 Total 25,572 22,745 Acces- Sepa- 
1955 Jan > 305 2,067 7.236 sion ration Quit Layoff 
Jan 72,233 64,540 4,678 30,864 1955 Gray Iron 5.8 4.1 2.8 0.6 
Feb 75,253 67,768 4,598 37,520 Feb. 2 2,009 7,376 Malleable Iron §.2 3.6 2.4 0.2 
Mar 92,149 83,149 5,649 42,940 Mar 2 2,311 7,011 Steel .. 5.7 3.1 1.6 07 
Apr 84,183 75,903 5,152 51,111 Apr 2, 2,405 6,800 Nonferrous . 3.5 3.8 1.9 |: 
May 85,024 76,080 5,513 49,211 May 2, 2,174 6,530 - 
5 mo 408,842 367,440 25,590 5 mo 12, 10,966 Source: Bureau of Labor Statistics 
- GRAY IRON CASTINGS—SHIPMENTS = (Net Tons?) vot 
ed 
Heavy Steel Chilled Railroad Pressure Pipe _—_ Soil Pipe . 
—— All Castings ————_ Miscellaneous Castings Ingot Molds Car Wheels & Fittings & Fittings Unfilled 
Total For Sale Total For Sale Total For Sale Total Total® Total’ Orders? 
1953 13,707,902 7,494,843 8,449,837 3,675,454 2,829,159 1,389,483 467,142 1,285,598 677,106 he tse 
1954 
May 943,335 516,475 605,385 247,623 122,839 57.106 27.144 122,514 65,453 775,278 
5 mo 4,853,825 2,578,340 3,161,623 1,306,853 713,580 310,378 151,015 535,394 292,226 sees 
June 986,810 556,047 616,317 261,133 141,712 70,060 30,883 130,503 67,395 803,570 
July 821,151 449,621 510,173 209,294 131,180 62,681 22,902 98,810 59,086 828,924 
Aug 934,644 541,904 569,790 250,702 140,165 69,897 29,134 127,255 68,300 829,505 
Sept 921,232 533,909 559,934 248,124 139,679 68,053 25,374 124,821 71,424 810,654 
Oct 942,934 552,022 570,365 253,802 150,282 79,191 23,599 130,326 68,362 789,117 
Nov 997,301 547,447 623,390 258,933 167,983 85,703 25,723 118,480 61,725 759,613 
Dec 1,074,258 563,699 680,700 276,045 200,044 97,936 27,229 111,082 55,203 744,633 
Total 11,532,158 6,322,989 7,292,292 3,064,886 1,784,625 843,899 325,859 1,376,671 743,721 coves 
1955 
Jan 1,091,923 563,153 712,097 282,386 192,132 97,007 25,783 100,638 61,273 782,656 
Feb 1,106,165 578,171 720,304 291,675 196,118 99,794 27,401 95,285 67,057 852,168 
Mar 1,314,918 688,733 847,874 334,287 217,57 109,681 36,732 129,746 82,995 934,224 
Apr 1,293,678 679,867 819,872 319,149 216,116 108,490 35,415 145,871 76,404 966,057 
May 1,310,424 707,105 803,897 315,072 227,236 117,915 35,966 168,772 74,553 937,949 
5. mo 6,117,108 3,217,029 3,904,044 1,542,569 1,049,173 532,887 161,297 640,312 362,325 ama 
STEEL CASTINGS—SHIPMENTS (xe tons") 
RECAST 
All Castings Carbon Alloy 
: : Railway Railway Railway Unfilled 
Total For Sale Specialties Total For Sale Specialties Total For Sale Specialties Orders? 
195 1.834,197 1,400,013 321,010 1,276,729 959,493 293,491 557,468 417,148 27,519 
1954 
M ; S 94,610 70,596 9,454 64,546 46,768 §.342 30,064 22,945 1,112 182,02 
mo 561,986 423,897 74,304 387,235 287,083 67,266 174,751 137,515 7,856 ai . 
e 100,022 72,881 8,639 69,021 48,370 7,552 31,001 24,554 1,087 169,594 
y 75,848 53,2 7 5,815 50,453 33 461 4,964 25,395 19,746 851 170,567 
- a, 50 66,792 9,844 61,344 44,236 8,148 28,256 22,556 1,196 168,303 
rt 88 359 64, 722 8,668 59,039 41,735 7,690 29,320 22,987 978 158,823 
( 87,085 64,004 8,580 56.705 39,872 7,596 30,380 24,132 984 154,079 
57,659 64,812 7,742 56,057 40 085 6,624 31,602 1,118 175,715 
; 93,547 69,843 12,489 62,967 45,632 10,469 30,841 1,020 179,148 
tal 1,184,096 880,158 135,581 802,821 580.474 120,309 381,285 15,090 
19 
98,238 75,044 13,809 67,397 49,816 2,762 30,841 1,047 201,839 
2 106,430 80,729 16,501 74,709 55,014 38,945 1,120 202,301 
127,460 98,926 19,339 S8, 867 68,013 34,933 1,452 215,059 
120,053 92,237 16,646 84,247 63,244 35,806 1,483 221.33 
122,465 92,713 16,810 85,950 63,182 36.515 1,475 225, 302 
» mo 574,646 439,649 83,105 $01,170 299, 269 177,040 141,010 6,577 
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FOUNDRY STATISTICS COKE PRODUCTION AND 
(ee le ea eo a eo a ee ee CONSUMPTION 
j|______._.__ SHIPMENTS OF CASTINGS __ 

( REPORTED BY BUREAU OF THE CENSUS ) (Net tons) 


— . icncioneenian . eee Consumptic 
r- GRAY IRON 





Production Total Foundries 

1953 78,467,806 78,227,414 
1954 
May 4,802,245 656,950 

5 mo 25,343,613 24,964,326 
June 4,640,064 683,726 
July 4,618,665 555,701 
Aug 4,510,603 ,001,477 
Sept +,490,60: 434,650 
Oct 5,082, 5,100,135 
Nov 5,230, 2¢ 5,283,916 
Dec 5,610,56 5,615,228 

Total 59,526, 723 59,139,159 

















1955 

Jan 5,805,926 5,S62, 

Feb 5,394,166 5,519, 
ms FS © aie - Mar 6,235,905 >, 306, 

MALLEABLE IRON Apr 6,135,645 ; 164. 

May 6,425, 21¢ 6,569,069 
> mo 29,996, S5$ 30,421,605 


1 


2 
o 


1 
4 
2 


1 
9 
7 
4 


o 
y 


COPPER-BASE ALLOYS 


-—S—— INGOT BRASS AND BRONZE 




















; j Cacuminum 
i 1 i 1 1 (Shipments in net tons) 


‘Ee ee l 
ASONDUY FMAM | 
19 1954 











°0.661 





19,920 


COMMERCIAL HEAT TREATING 23,6533 


(National Billings of Metal Institute Members) 
——__——. 1953 1954 1955 ——-— 
No. Total No. Total No. otal 
Reporting Reported Reporting Reported Reporting Reported 








2,924,713 7) 2,345,010 3 2,500,000 } 

2,904,736 60 2,179,445 52 2,452,500 24,080 
~ 919 : 62 1,873,175 52 2,916,300 ’ ” 
2,091 61 1.996.770 ‘ » 488 800 \ 25,061 

16,767 12,883,911 14,164,400 


7 4,244,368 


INDEX OF FOUNDRY 
ZINC-BASE ALLOY EQUIPMENT ORDERS IRON AND STEEL SCRAP CONSUMPTION 


Gross tons’) 
Foundry Trades Only All ————By Types of Furnace— - 
} Scrap Cupola Air Blectric 
Total Total Total Total 


ol enstings 1O00) pour S 

——Shipments—— Unfilled (Ne rders Close 
Total For Sale Orders 

21,253 349,022 005,976 9,676,463 1,026,334 8,26 x 
, 445 25.6071 (2 2 S62 748.766 79,183 

214,998 744 - 159 2,948,165 299,985 
10,708 : € [ay 603 710,159 67,368 


6 206 12°9 es pais i aadrenpe 
~S, dt 13,251 \ ine 561 725.910 75,306 
34.639 2 ‘ 16,2 2 9 nen OF 5 49 
“ - - une | 336 969,275 $9,920 
36,59 > rt a) n° = - m= HG 
44 ; 6,006 y ; 703 671,631 65,336 

P 7.) , > 1 . 
I, OeL 64,000 ‘ 7 Sep 298.495 675,593 6S, S60 
8.437 BE 2 750 ‘ -” or -— 
y 20% Cot Sent t HSS 710,127 67S 

69.40 mf a ‘ - OF OGL = 

: I 1,928,800 (31,286 71,844 
563 798,435 $2,910 


542,581 S55, 207 


3,682 622 
3,465 91,916 
266 113,198 
751 108,965 


164 $04,701 


PIG IRON PRODUCTION AND CONSUMPTION 





—_——~—-Production 


es et 


Low Phos. $$ ————_——( onsumption 
Intermediate Low By type of furnace 
Phos. & Bessemer Fotal Cupola 


6H ; | 1.918.480 


Votal Foundry Malleable Basic 


7 { 60.465.016 s 


601 
$12 


5.926 


Sf en 


O67 


BOS 


7,063 
526 
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FOUNDRY 













undries 





Typical Depression Steel Ingot 


)N i i Hil | Hi Hil | 4 


A ae 


For PACK HARDENING and 
BOX ANNEALING, use 


: Guaranteed free of graphite, it flows like red 
= hot rain at 2100°. Has a very fast rate of 
= convection. 











NO trapped air 





NO voids or fuseing 

NO gas, fumes or flame 
NO recarburization 

NO decarburization 

NO adherence to parts 
NO solidifying 

NO gumminess, shrinkage 


All BARCO products licensed under 8 patents. 
Other patents pending. 


~ | ANNEEL-PAK 
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TONVUTUDLETO EES 


annuus 


is an efficient insulator for maintaining 
the temperature of metal in hot tops, 
risers and transfer ladles. 





When used “pound for pound" in comparison 
with other hot top insulators, it will give 


GREATER YIELD 
WITHOUT CONTAMINATION « 
LESS COST. 


HERE ARE THE REASONS WHY: 





> USITE is a fine powder, and therefore spreads readily. 


> USITE is free of graphite and other forms of carbon soluble 


in molten steel. 





> USITE is chemically inert, and will not contaminate the melt. 
> USITE does not affect the carbon content of the steel. 


»p USITE promotes the formation of flat shrinkage in the head. 
+ USITE keeps the metal fluid in the hot top or riser. 
s USITE prevents the formation of secondary pipe. 


Manufactured in the U.S. from domestic materials, USITE is shipped in 
non-returnable barrels containing approximately 500 Ibs. Other USITE 
products are: USITE HOT TOP BLANKET, guaranteed free from graphite; 
USITE TYPE F-1, (EXOTHERMIC), for steel ingots, cast steel risers and 
gray iron risers. A test in your own plant will convince you of the su- 
perior qualities and economies of USITE. Our technical staff will be glad 
to answer any chemical or metallurgical questions involving our 
products. 


Barium & Chemicals, Inc. 
alas. di OHIO 
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MANU"ACTURERS OF Metallic Manganese Sulphide; 
Products; Carbonate-oxide-hydrate-hydroxide-peroxide-chloride-chromate-sulphide-sulphate-oxalate- 
thiusu hate-fluoride-acetate-nitrate-hydrogen peroxide-anti-scumming dust-Barium ‘’XA’’ and special Territorial distributors wanted 






formu! as compounded to order. 





Sept. mber 1955 











Barium, Strontium, Manganese and Calcium 





in United States and Canada. 
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ACTIVITIES 


of Foundry Groups 


Wisconsin: Annual outing of the 
AFS chapter was held in July at 
Merrill Hills Country Club near Wau- 
kesha, Wis., with about 600 members 
and guests attending. Evening pro- 
gram was highlighted by an Aqua- 
Cade show in the club’s pool. More 
than 50 valuable prizes were awarded 
holde:s of lucky tickets as well as to 
the winners of various contests held 
throughout the day. Over 100 foundry 
supply houses and others in the re- 
gion donated the prizes. 

One of the contests which attracted 
the most interest was that of guess- 
ing the total weight of a number of 
castings of different sizes and com- 
positions. Winner came within a few 
ounces of the correct weight. 

Golf committee consisted of the 
following: Don Gerlinger, chairman; 
E. Sadek, co-chairman, B. H. Booth, 
J. G. Risney, N. N. Amrhein, C. A. 
Gehrman, C. W. Schwenn, H. A. Ziel- 
bell, K. O. Johnson, H. F. Runkel and 
J. A. Westover.—John E. Hubel 


Northeastern Ohio: onio chap- 
ters of the American Foundrymen's 
Society and Case Institute of T’ech- 
nology are co-sponsors of the seventh 
Ohio Regional Foundry Conference to 
be held on the Case campus in Cleve- 
land, Oct. 20-21. 

Under the theme, “Better Castings 
for Better Living,” the conference in- 
cludes papers on research, shell mold- 


OREGON: New officers of the Oregon and Oregon State 
College student chapters of the AFS are pictured above. In 
the right view, left to right, are officers of the student chap- 
ter: Herbert Singleton, treasurer; Palmer Byrkit, vice president; 
Bud Banks, president, and Stanley Rabe, secretary. Officers of 
the AFS chapter for 1955-56 are shown in left view, left 


A A Ec TT 


ing, safety, the CO, process, high- 
pressure molding, patternmaking, the 
use of exothermic and insulation ma- 
terials, and foundry practices in pro- 
ducing gray iron, steel, malleable iron 
and nonferrous castings. 

The welcome address will be by 
T. Keith Glennan, Case president. P. 
R. Reid, director of civic affairs of- 
fice, Ford Motor Co., Detroit, will 
speak at the banquet Thursday, Oct. 
20. A speaker from national head- 
quarters will discuss AFS activities 
at the Thursday luncheon, and R. 
Clark, Ohio Bell Telephone Co., Cleve- 
land, will present new ideas in com- 
munications at the Friday luncheon. 

Alexander D. Barezak, Superior 
Foundry Inc., Cleveland, is convention 
chairman. Registration is under the 
direction of Norman J. Stickney, Sand 
Products Co., Cleveland.—Robert H. 
Herrmann 


Chicago: Rain took principal hon- 
ors at the annual stag outing of the 
AFS chapter on Saturday, Aug. 6. 
Precipitation dampened the enthu- 
siasm of golfers and reduced total 
attendance as only slightly more than 
650 chapter members and guests 
turned out for the event at Lincoln- 
shire Country Club in Crete Town- 
ship, Il. 

But despite the intermittent down- 
pours, for some 320 golf was the 
principal activity. Between showers, 


horseshoe pitchers managed to ¢op. 
duct their customary contest 

Throughout the day, the annua] 
weight guessing contest was stageg 
and in it Spencer S. Phillips foundry 
research engineer, Manufacturing Re. 
search, International Harvester Cp, 
emerged with the laurels in a nearly 
perfect performance. The aggregate 
weight of four castings, one each of 
aluminum, steel, gray iron and brass, 
was 72 lbs. 11 oz. The guess of Mr 
Phillips was only 2 oz. short of this, 

A deluxe buffet dinner was served 
family style in the big tent adjacent 
to the club house. Prizes to golf and 
horseshoe winners and a fine assort- 
ment of door prizes were distributed 
following dinner. Several floor show 
acts concluded the day’s activities. 

The outing was arranged and di- 
rected by the chapter’s entertainment 
committee headed by W. C. Kremer, 
Foundry Products Division, Archer- 
Daniels-Midland Co., and co-chair- 
manned by David Matter, Manufac- 
turing Research, International Har- 
vester Co. 

Members of the committee included 
J. C. Mulholland, Pettibone Mulliken 
Corp.; J. S. Groh, Manley Sand Co.; 
A. A. Milkie, Pangborn Corp.; J. C. 
Becker, Hewitt-Robins Inc.; George 
Bowdish, Hill & Griffith Co.; R. W. 
Meloy, Link-Belt Co.; J. Absalom, 
American Steel Foundries; and C. A. 
Legg, Wisconsin Steel Co.—Erle F. 


to right: Norman E. Hall, Electric Steel Foundry Co., director; 
Fred Menzel, Rich Mfg. Co., program chairman; Harry Czezew- 
ski, Metallurgical Engineers Inc., chairman; Harry McAllister, 
Western Foundry Co., secretary-treasurer and Robert M. Burns, 
Pacific Chain & Mfg Co., director. Photos by courtesy Bill 
Walkins, Electric Steel Foundry Co. 
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assort- 
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rr show 
vities, 
and di- 
ainment PROVED SAVINGS, Too! 
Kremer, 1, The PLASTISAND Process, a totally - 
Archer- new development by Acme Resin 
o-chair- Corporation in the relatively 
anufac- new field of foundry shell mold- 
11 Har ing, assures savings — because 
‘ of a shorter dwell, and a faster * 
cure—shorter time on the pat- 
ncluded tern and a faster baking cycle. 
Lulliken . You can be certain of superior 
nd Co.: molds with as little as one-half E 
-3C the resin content formerly neces- 
Cee : sary with dry resin. 
“ 7 . Hot or cold mulling—adaptable ‘4 
‘ to dump-box, roll-over and D 2 0 ( a S S 
bsalom, blowing of either shells or cores. 
: ‘ > - SUPERIOR TENSILE STRENGTH — Resin formulation and the coating 
irle F. PLASTISAND molds have greater process covered by Patents Pending 


cold strength, a factor gaining 
importance as new stack pour- 
ing techniques are developed. 


. NON-SEGREGATING—Each grain 


of sand is completely, uniformly 
coated with liquid phenolic 
resin in the PLASTISAND Process 
—segregation cannot occur. 


. EXCELLENT HOT STRENGTH— 


The hot strength of PLASTISAND 
molds is equal or superior to 
that obtained by the use of dry- 
resin sand mixes. 


. GREATER PRODUCT UNIFORMITY 


—Because it is non-segregating, 
resin-coated sand prepared by 
the PLASTISAND Process yields 
almost identical molds, batch 
after batch. 


An informative booklet has been 


prepared to better acquaint the 


foundry industry with the new 


PLASTISAND Process. It may be ob- 


tained by writing to the ACME 


RESIN CORPORATION at the ad- 
dress listed below right. 


Shell molding foundries are discovering the fact that 
when the PLastISAND Process, using liquid-resin 
coated sand, is employed—DUST IS ELIMI- 
NATED. This feature alone makes the process in- 
valuable because of the safety and health factor. 
The absence of dust means healthier working condi- 
tions, safer, cleaner factories. No irritating resin dust 
fumes, danger of dust explosion is eliminated— 
plant efficiency is increased. 

In the PLast1SAND Process—each grain of sand is 
uniformly coated with partially polymerized thermo- 
setting resin. Permanent, even distribution of the 
liquid resin throughout the sand results in smoother 
finishes and higher strengths. 


ACME RESIN CORPORATION 


1401 CIRCLE AVENUE « FOREST PARK, ILLINOIS 


0-2 WER MAGNIFICATION OF 
Si. -COATED GRAINS OF SAND. 





OMER BRITTON, 61, vice presi- 
dent, Cleveland Foundry Co., Cleve- 
land, died July 15. Mr. Britton joined 
the company, the former Cleveland 
Co-Operative Stove Co., in 1915, be- 


came foundry manager in 1919, and 
had been vice president since 1939. 
He was treasurer of the Gray Iron 
Founders’ Society from 1945 to 1947 
and a member of the Northeastern 
Ohio Chapter of the AFS. 

* * 

John H. Collier, 70, former presi- 
dent and board chairman, Crane Co., 
Chicago, died July 27 at his home 
in Fairfield, Conn., where he had 
lived since retiring in 1951. After 
specializing in civil engineering at 
Purdue University, Mr. Collier joined 





OBERT E. KENNEDY, 68, sec- 
R retary emeritus of the American 
Foundrymen’s Society and a re- 
tired assistant professor of Univer- 
sity of Illinois, died Aug. 7 in 
Westville, Ind. where recently he 
made his home. 

A native of Vincennes, Ind., Mr. 
Kennedy was graduated in foundry 


ROBERT E. KENNEDY 


practice from Winona Technical 
Institute, Winona, Ind. Later he 
received a degree in industrial ed- 
ucation from University of Illinois, 
Urbana, Ill., where he spent a num- 
ber of years and was assistant pro- 
fessor of foundry practice. During 
World War I he served with the 
Ordnance Department and was as- 
signed to the steel foundry at 
Watertown Arsenal, Watertown, 
N. Y., and Aberdeen Proving 
Grounds, Aberdeen, Md. 

In 1921 Mr. Kennedy became as- 
sociated with the American Found- 
rymen’s Society as assistant sec- 
cretary. In 1925 he was made tech- 
nical secretary, and in 1938, secre- 
tary. When the office of execu- 
tive vice president was combined 
with that of secretary in 1943, 
he became administrative head of 





Robert E. Kennedy, AFS Secretary Emeritus, Dies 


‘ed the Joseph F. Seaman Medal 


the association. Retiring from ac- 
tive participation with the Am- 
erican Foundrymen’s Society in 
1945, he was named secretary em- 
eritus by the board of directors. 

As technical secretary Mr. Ken- 
nedy had much to do with the de- 
velopment of research and tech- 
nical committee activities of the 
society. He was instrumental in 
establishing the first sand research 
project, in developing the first 
Cast Metals Handbook, and in fur- 
thering co-operative work with 
other technical societies interested 
in the field of castings. 

Following his retirement from 
the AFS, Mr. Kennedy in 1946 
was placed in charge of foundry 
and pattern’ shop _ instruction 
work being conducted by Univer- 
sity of Illinois at its newly estab- 
lished Chicago branch on the Navy 
Pier. In 1952 he was given the title 
of assistant professor by the uni- 
versity, recovering his previous 
academic rank held during the 20’s 
when he was teaching foundry 
practice at Urbana. Mr. Kennedy 
retired last year from his teaching 
duties. 

In 1945 Mr. Kennedy was award- 


of the AFS for his outstanding 
contributions to the field of found- 
ry practice in the industry. Last 
year the Chicago Chapter of the 
AFS established the Robert E. 
Kennedy Scholarship Fund at the 
Chicago Undergraduate Division of 
the University of Illinois, as a 
tribute of affection for its long- 
time member who devoted so many 
years of his life to educational as- 
pects of the foundry industry. At 
the Alumni Group dinner during 
the 59th annual AFS convention 
in Houston, Tex., May 23-27, by 
unanimous vote Mr. Kennedy was 
elected to be secretary of the 
group. 








Crane Co. in 1903, became vice 
dent-manufacturing in 1933, 
dent in 1941, and board chair 
1946. 

* * * 

John D. Hysong, 52, Chicag 
trict sales manager, Basic R 
tories Inc., Cleveland, died Ju 
He attended University of Pitts 
and joined Basic Refractories ir 
as service engineer, after serv 
various capacities in the steel 

* * * 

Paul E. Riedel, 62, former « 
of Production Pattern Co., Milwaiikee, 
died Aug. 4. The firm, which discon- 
tinued business early this year sup- 
plied foundries with wood and metal 
pattern equipment. 

* * * 

Howard C. Teetor, 82, who with his 
four vrothers founded Perfect Circle 
Corp., Hagerstown, Ind., died July 
10, in Indianapolis. Mr. Teetor was 
associated with the company from 
1895 until his retirement in 1927. 

* * * 

Harold E. Hall, 45, since 1943 presi- 
dent and a director of Metals Dis- 
integrating Co., Elizabeth, N. J., died 
July 8. He attended Columbia Uni- 
versity, leaving to join the company 
which his father founded in 1916. 

* * * 

Peter J. Soffel, 63, founder and 
president, Pittsburgh Metals Purify- 
ing Co., Pittsburgh, died July 9. Mr. 
Soffel was associated with the Basic 
Mineral Co., Pittsburgh, prior to 
forming his own company in 1927. 

* * * 

Francis A. Smith,”60, president, 
the Die-Cast Products Inc., Cleveland, 
died Aug. 2. He was vice president- 
general manager of Fairmount Tool 
& Forging Inc., Cleveland, until he 
joined Die-Cast about 1950. 

* * * 

F. J. Stokes, 81, founder and board 
chairman of the F. J. Stokes Ma- 
chine Co., Philadelphia, died Aug. 1. 
He was president of the company for 
53 years before being named chair- 
man in 1948. 

* * * 

Richard Sees Jr., 43, formerly as- 
sociated with his father, the late 
Richard Sees Sr., in operation of 
Capitol Brass Foundry, Albany, 
N. Y., died June 21, in Glendale, 
Calif. 


* * * 


Howard E. Johnson Sr., 53, chief 
engineer, American Manganese Stee! 
Division, American Brake Shoe C 
Chicago Hgts., IIll., died July 24. 

* * * 

Harold L. Martin, vice president 
general manager, Atlas Foundry «& 
Mfg. Co., Richmond, Calif., died Jun 


29. 
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CENTRI 


MERGE 


SET HIGHER STMEDARD of EFFICIENCY 
in NEW EASTERMSAUTOMOTIVE FOUNDRY 


this Schmieg 8000 CFM 
Vetical Rotor Unit, with © 

jwice type bottom, ise. 
wed for exhausting a | 
shot blast cabinet. 


Six 24,000 CFM Schmieg Vertical Rotor Units 
with continuous sluicing tanks, used for ex- 
hausting foundry cleaning room equipment, 
such as tumbling mills, snag grinders, and 
shot blast machines. 


ASchmieg high efficiency 
sowdust collector has the 
dust box above ground 
level to permit clearance 
fora dump truck, 


Pictured here are only some of the very latest SCHMIEG 
Centri-Merge dust elimination units in a new ultra-modern 
automotive foundry in the eastern part of the United States. 

This completely automatic equipment was engineered, 
fabricated, and installed throughout this new modern foundry 
by SCHMIEG to provide maximum safe working conditions 
and was approved by local and state authorities. 

Why was SCHMIEG Centri-Merge equipment chosen? 
Because it gives non-fluctuating high efficiency air cleansing 
performance at all times, requires a minimum of mainte- 
nance, and operates at peak efficiency throughout many 
years of constant use. 

We invite you to call in SCHMIEG engineering 
specialists and discuss the dust and fume 
control problem in your plant. 


How the SCHMIEG Vertical Rotor Unit* operates 


Dust and fumes are separated from the air by 
high pressure water action for disposal by a 
new continuous sluicing system. The effluent 
is then conveyed to a central settling tank. 











*U.S. Patent No. 2527015 Canadian 
Patent No. 469008 with other patents 
applied for. 





This 30,000 CFM Schmieg Vertical 
Rotor Unit with stack fan is used for 
exhausting a shot blast machine. Top 
half of the unit is above the roof, with 
sluicing bottom located inside the 
building. 


A view of the 84” diameter 4" 
plate stacks located above the 
foundry fan room. The six fans 
in photo at the left discharge 
cleaned air into the stacks. 








THE Best NIR PURGE 


. CENTRIQDMERGE 


P. O. Address: 23930 Sherwood, Center Line, Mich. 


See your telephone directory for our representatives in CHICAGO, CLEVELAND, INDIAN- 
APOLIS, NEW YORK, OAKLAND, SACRAMENTO, PHILADELPHIA and MILWAUKEE. 


Member of the American Foundrymen's Society—Detroit Chapter 
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Put samples of Nugent sand to the test in your sand lab — you'll see 
why it’s naturally better! Nugent sand is processed from the best 
Muskegon dune sand, washed pure by nature for centuries . . . kiln- 
dried to the correct moisture content, then graded to a uniform 
AFS grain analysis. This means less core breakage, consistently 
uniform molds, greater pattern definition and finish, plus freedom 
from defect-producing components. 


5 GRADES OF CERTIFIED SAND 
A constant AFS grain analysis of 40, 44, 49, 52 and 55 is maintained 
through continuous testing with up-to-date laboratory methods. Ex- 
acting control processes result in uniform green strength, permeabil- 
ity, moisture, grain distribution, and other characteristics. You get 
known sand quality and unsurpassed uniformity from a source pre- 
ferred by foundrymen for over 40 years. 


See your Nugent sand-man or write 
direct for proper core sand recommen- 
dations. Samples on request. 


Represented by — 





INDIANA PRODUCTS CO. / 
Kokomo, Indiana | 
WARNER R. THOMPSON CO. \ 
Detroit 8, Michigan Y N 
CARPENTER BROTHERS, INC. \ Se 2 
Milwaukee 3, Wisconsin ; 
: _ @ we 
KEENER SAND & CLAY CO. ! | gan warnt : on 
Columbus 15, Ohio Ss : Brg 
GREAT LAKES FOUNDRY SAND CO. nasa _ 
Detroit 26, Michigan Thanks to Nugent's convenient location, you 


can count on prompt shipments of sand by 
3 main railroads or truck when you need it. 
















Nugent is always ready to serve you 
with graded sands for the foundry. 


~ THE NUGENT SAND CO., INC. 


MUSKEGON, MICHIGAN 








National Foundry Association 
Meets in Chicago, Oct. 6-7 


National Foundry Associati 1 wij 
hold its 57th annual meeting t the 
Edgewater Beach Hotel, C) cago, 
Oct. 6-7. The association’s program 
committee is developing a balanced 
program intended to appeal io all 
ranks of management. It wil com- 
bine discussion on specialize Sub- 
jects concerning labor and industria] 
relations with other topics of ‘imely 
importance. 

The tentative program follo\ 

Thursday, Oct. 6 


Morning—‘‘Preparation for Arbitrat by 
Clarence Updegraff, University of I i ; 
‘‘Does Your Contract Permit Produc ity.’ 

Luncheon—'‘‘Facts of Free Enterprise the 
UN”’ by Alice Widener, publisher an itor 
v. 6. A 

Afternoon—‘‘Outlook in Industries of Major 
Users of Castings.’’ 3usiness outlook in the 
farm equipment, automotive and m nery 
industries as seen by spokesmen « eact 


industry 
Friday, Oct. 7 


Morning—‘‘Role of the Foreman in the |} 
ry." Panel discussion by C A. Carolin 
R B. Carolin Foundry & Machine (x 
Arthur G. Hall, Nordberg Mfg. Co. se - 
Jones, Josam Products Co., J. D. McGill 
U. S. Pipe & Foundry Co 
Luncheon—‘‘Man in Action—Man in Contem 


plation’’ by Dr. Houston Cole, president 
Alabama State Teachers College 

Afternoon— ‘Effect of Recent Automotive 
Settlements on the Foundry Industry Panel 
discussion by Karlton W. Pierce, Ford Motor 
Co.; Floyd Lawrence, Detroit editor, Stee! 
Robert L. Schutt, City National Bank, C} 
cago; Joseph Daoust, Morse, Seal & Da 
James I. Poole, Fairchild, Foley & Samn 





Steel Founders Establish 
Gustaf Lillieqvist Award 


A lifetime devoted to technical and 
scientific leadership in the steel cast- 
ings industry has been recognized and 
honored by the directors of the Steel 
Founders’ Society of America through 
the establishment of the Gustaf A. 
Lillieqvist Steel Foundry Facts 
Award. 

Steel Foundry Facts is a monthly 
society publication of steel casting 
technology containing papers by the 
technical, operating and research men 
of the industry. The Gustaf A. Lil- 
lieqvist Steel Foundry Facts Award 
will be made annually by the board 
of directors of the society for the 
best paper published during the pre- 
ceding year. An active member of 
the society until the time of his death 
on May 31, 1955, Dr. Lillieqvist was 
a frequent contributor to the publi- 
cation during his lifetime. 


Represents National Engineering 

Edwin A. Swensson, co-author of 
the article “Brass Foundry Moder 
ization Raises Plant Efficiency,” p1 
sented in the August issue, page 5 
is foundry engineer, National En. 
neering Co., in Detroit. That conn 
tion should have been shown in t! 
by-line. National engineered the pi 
ect. 
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1 ee STROMAN STATIONARY LIP POUR 
k. . CRUCIBLE MELTING FURNACE 













STROMAN TYPE “NL” FURNACES 


a ust; For Aluminum, Zinc, Lead, Kirksite and other 
Soft Metals. 


These furnaces have many uses and are particular- 
ly efficient when large pieces of metal or bulky 
scrap is to be remelted. The iron pots have a large 
diameter and a comparatively shallow bath. Avail- 
able in choice of Hand Tilt or Hydraulic Tilt with 
Stationary Lip Pour. 


For Brass, Bronze, Aluminum and other non-ferrous metals. 
Capacities from No. 60 to No. 1000 Crucible. 


These furnaces with Stationary Lip Pour that assures a constant 
pouring arc meet specific needs in handling various metals for 
the foundry, permanent mold, die casting plants and rolling mill. 
It is ideal for use with monorail or dolly ladle for large quantities 


| and 
cast- 


| and 





















Stee] 
uch of metal. Eliminates spillage and waste. 
f A 
‘acts 
—. 2 “= > STROMAN CRUCIBLE STATION 

thly Cs 8 y MELTING FURNACES 
ting 7 ; 
the a] For Brass, Bronze, Aluminum and other non-fer- 
men , >. i rous metals. Sturdy, efficient and featuring the 
ic - 

iy? Stroman Push-Back Cover these stationary fur- 
Lil- 2 naces are designed for peak production and 
ard vA greatest fuel economy. Oil or Gas Fire. Capa- 
yard cities from No. 20 to No. 400 crucible 
the 









STROMAN FOUNDRY EQUIPMENT 


STROMAN LARGE SIZE 
REVERBERATORY FURNACES 


bli- 
For melting unlimited capacities of Aluminum, 
Zinc or Brass. 
Excellent for Smelting, Extrusion Work, Die Casting, 
ng Permanent Mold and Foundry Melting. Built to 


meet your particular melting problem. Now in use 
in many of the largest manufacturers of castings. @ Oil Burners e Centrifugal e Oil Pumping 





















| For ordinary or ex- Blowers Units 

x tremely high tempera- Precision fabricated to Come complete, ready 
tures. A type built for deliver combustion air to hook into your 
every purpose. in any desired pres- heating system. Fool 
Write for 00 sure or volume. proof in operation. 
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SAVES MONEY with 
KaR Core Wire 
Straighteners 


Savings ranging from $75.00 to $150.00 a month are not 
unusual in foundries using K&R Core Wire 
Straighteners. Proof that these machines are 
widely recognized as substantial money-savers 
is seen in the partial list of K&R users at right. 
Further proof — scores of foundries, like the 
Ford Cleveland Foundry shown above, own 
up to 10. 


Since a high degree of straightness is not 
ordinarily required by the average foundry, 
K&R _ straighteners are ideal, for they re- 
straighten core wire to a usable condition — 
over and over again —as long as it remains 
ductile. Machines are made in two sizes — 
DX-5 for wire 1” to ¥g” dia., and F-5 for wire 
¥6” to 34,” dia. Bulletin 58B contains all the 
facts. Send for it. 


66 Years 
of Metalworking Experience 
Built into K&R Machines: 


Cold Roll Forming Machines 
Bending Rolls Straightening Rolls 
Crimping Machines 
Slitting Lines Flying Shears & Saws 
Hydraulic Tube Benders 
Hydraulic Bulldozers Hydraulic Presses 
Edging Machines 
Special Metalworking Equipment 





Forp CLEVELAND FOUNDRY 














A few of the companies now using K&R Straighteners . . . 


Allis-Chalmers Mfg. Co. 
Aluminum Co. of America 
American Steel Foundries 


Bohn Aluminum & Brass Corp. 


Bonney-Floyd Co. 

Cadillac Motor Car Co. 

Caterpillar Tractor Co. 

Central Foundry, 
Div. of General Motors 

Chevrolet -Saginaw Grey Iron 
Foundry 

The Cooper-Bessemer Corp.— 
Mt. Vernon, Ohio 

The Cooper-Bessemer Corp.— 
Grove City, Pa. 

Crane Co. 

Delco-Remy Div. General 
Motors Corp., Anderson, Ill. 

Delco-Remy Div. General 
Motors Corp., Bedford, Ind. 

Dodge Steel Co. 

Farrel-Birmingham Co., Inc. 


Ford Motor Co.—Windsor, Ont. 
Ford Motor Co.—Cleveland, O. 


Ford Motor Co.—Detroit, Mich. 
General Electric Co.—Erie, Pa. 
General Electric Co.— 

Everett, Mass. 
General Malleable Corp. 
General Steel Castings Corp. 
Goulds Pumps Inc. 





Hercules Foundry Div. 

U. S. Challenge Co. 
Ingersoll-Rand Co. 
International Harvester Co. 
International Motor Co. 
John Deere Tractor Co. 
McKinnon Industries Ltd. 
Minneapolis Moline Power 

Implement Co. 

National Malleable & Steel 

Castings Co. 

Oberdorfer Foundries Inc. 
Ohio Steel Foundry Co. 

Pacific Car & Foundry Co. 
Packard Motor Car Co. 
Pittsburgh Steel Foundry Corp. 
Pontiac Motor Div. General 

Motors Corp. 

Pratt & Letchworth Co. Inc. 
Renault, France 
Saginaw Malleable Iron 

Div. General Motors Corp. 

Servel, Inc. 

Societe Stein et Roubaiz 

St. Louis Steel Casting Co. 
Stone & Webster Engineering 

Co. 

Studebaker Corp. 
Symington-Gould Corp. (The) 
Worthington-Simpson Ltd. 
Wright-Aero. Corp. 


KANE & ROACH 


INCORPORATED 


Syracuse, New York 
Established 1887 
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NITED ENGINEERING & 

FOUNDRY CO., Pittsburgh, has 
begun work on a multimillion dollar 
addition to its steel foundry at Van- 
dergrift, Pa. The expansion will 
poost capacity about 30 per cent. 











orp. 
















Gee Co. has been formed to pro- 
duce shell molding machines, shell 
core blowers and allied foundry 
equipment, at 1293 East Cross St., 
Ypsilanti, Mich. Company utilizes 
the combined resources of Gladwin 
Corp., Metco Processing Corp., and 
the R. F. LaBeau Co. to produce 
its line of products. Floyd Gladwin, 
E. Edwin Ensign and Russell F. 
LaBeau are organizers of the Gee Co. 












Westinghouse Electric Corp. has 
formed a new industrial heating di- 
vision which will combine the func- 
tions of the company’s induction 
heating activities at Baltimore and 
its industrial heating department at 
Meadville, Pa. Headquarters of the 
new division will be at Meadville. Its 
manager is L. R. Hague, formerly 
assistant to the manager, transpor- 
tation and generator division. 















DeRoller-Wilshaw Pattern Works 
Inc., Rochester, N. Y., celebrating its 
10th anniversary, has moved to a 
new location at 390 Clinton Ave. 
North, Rochester 5. The plant has 
7000 sq ft of floor area on two floors, 
a large parking area for customers 
and employees and an adjacent build- 
ing for a small nonferrous foundry 
planned for in the immediate future. 














Ains Foundry & Machine Co., 1 
East 42nd St., New York 17, has 
been granted a charter of incorpora- 
tion listing capital stock of 200 
shares of no par value. Directors 
are Edward Brucker and Joseph T. 
DePalo, above address, and Lillian 
Schwartz, 280 Madison Ave., New 
York. 


American Wheelabrator & Equip- 
ment Corp., Mishawaka, Ind., has 
changed its corporate name _ to 
Wheelabrator Corp. The change 
does not involve any alteration in 
the ownership, management or op- 
eration of the company. 












Wayne Shovel & Crane Division, 
American Steel Dredge Co., Ft. 


Wayne, Ind., has appointed the fol- 
distributors: 


owing Contractors 


September 1955 


Equipment Corp., Portland, Oreg. 
(Oregon and part of Washington); 
Larson Equipment Co., Los Angeles 
(southern California); Pit & Quarry 
Equipment Co., Indianapolis (central 
Indiana); and Richland Machinery 
Co., Sidney, Mont. (eastern Montana 
and western North Dakota). 


Chas. Taylor Sons Co., Cincinnati, 
a subsidiary of National Lead Co., 
New York, plans a major expansion 
and improvement of its Taylor, Ky., 
plant to increase its capacity about 
35 per cent. The firm manufactures 
special refractories. Work will be 
started immediately on installation 
of an additional tunnel kiln, contin- 
uous dryers and new grind, screening 
and batching equipment. 

Kingwell Bros. Ltd., San Fran- 
cisco, manufacturer of bronze bear- 
ings and bushings, will move from 
457 Minna St., San Francisco, to a 
new plant in Richmond, Calif., early 
next year. The Richmond plant will 
be on a 414-acre site and will cost 
$200,000. 


Harbison-Walker Refractories Co., 
Pittsburgh, has purchased a tract of 
land in Lima, Peru, on which a re- 
fractories plant for the production 


industry 
BRIEFS -— 





of fire clay, silica and basic refrac- 
tories will be constructed imme- 
diately. Associated with Harbison 
in the project are Cerro de Pasco 
Corp., New York and Lima, and 
Miguel Dammert Muelle, San Isidro, 
Peru. The new company will be 
called Refractarios Peruanos, S. A. 

Sandshell Corp. has been incorpo- 
rated in California and will operate 
a plant, under construction in Santa 
Clara, to produce aluminum and 
copper-base alloy castings by the 
shell molding process. Operators 
are G. R. Makepeace, A. R. Ozanich, 
H. I. Bennett and H. H. Patton, all 
of whom were formerly associated 
with the Naval Ordnance Test Sta- 
tion at China Lake, Calif. 


Lester B. Knight & Associates Inc. 
is now located in its own building at 
549 West Randolph St., Chicago 6 
This address was incorrectly given 
as 600 West Jackson Blvd. in July 
FOUNDRY. 


Walworth Co., New York, has pur- 
chased the assets and business of 
M & H Valve & Fittings Co., An- 
niston, Ala. M & H, with 200,000 
sq ft of foundry and machine shop 
facilities on a 17-acre ste, will be 








ae) Gauss * 


annually by Jan. 1, 1956. 




























MORE ALUMINUM: The nation’s newest primary aluminum operation was 
opened formally Aug. 15 at Columbia Falls, Mont., plant site of a 
new $65 million facility owned by Anaconda Aluminum Co. The reduction 
plant is expected to reach the planned capacity rate of 120 million |b 
High-tension lines, shown at top of the 
aerial photo, lead to Hungry Horse Dam, located 7 miles to the southeast 



















HERMAN 


joit rollover machine 


Herman Jolt Rollover Machines are built to glide through any molding 
sequence with smooth, air-on-oil performance. 


The 3,000 Ib. model is no “little brother” in a quality family. It is hydrauli- 
cally operated, controlled by a single valve and doesn’t require power for 
rollback operations. Like larger Hermans, it eliminates jerkiness with durable 
cushion action, making it ideal for heavy duty work. 


Rollover and pattern drawing mechanisms are in a fluid control system 
that stand up to the most punishing demands. Herman rollover capacities 
range up to 40,000 Ibs. 


There is a Herman Molding Machine for every foundry operation . . . write 
for more information today. 
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HERMAN PNEUMATIC MACHINE CO., UNION BANK BUILDING, PITTSBURGH 22, PA. 








HERMAN 


Best Known Name in Molding Machines 
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operated as a division of Walworth, 
and all present management and em- 
ployees will be retained. Walworth, 
which also operates plants in Bos- 
ton, Greensburg, Pa., Kewanee and 
nNast St. Louis, Ill., and Mineola, 
N. Y., has closed the malleable sec- 
tion of its Kewanee operation. 












Foxboro Co., Foxboro, Mass., has 





concluded arrangements with Yokag- 
Works Ltd., Tokyo, 
Japan, which the Japanese 
firm will manufacture and sell the 





awa Electric 





under 





full Foxboro line. 













STANDARD GRINDERS 
IN ACTION 
ATLAS FOUNDRY CO. 
MARION, IND. 

































Castings are on the move in Marion! 

costs cut, production upped, 
shut-down time nil. And that's the 
story wherever STANDARD’'S Twin- 
Wheel Snagging Grinders are on the 
job! Sizes to 100 hp, 20” to 30” 
wheels. Get the facts today . 
facts that mean a new kind of profit- 
FUTURE for your foundry. WRITE 
FOR LITERATURE. 






Frank Harding Foundry Co., New 


3righton, Pa., has been purchased by 
Schaefer Goodnow Foundries Inc., 
Pittsburgh, and will be operated as 
the Frank Harding Division of Schae- 
fer Goodnow. 


W. W. Sly Mfg. Co., Cleveland, has 
opened a new branch at 292 Worth- 
ington St., Springfield, Mass., for its 
line of dust control systems, blast 
cleaning equipment, tumbling mills 
and industrial ovens. District sales 
engineer is Joseph Sharkey, former- 
ly with Sly’s New York office. 





MARKS THE 
4 
¢ SPOT...where 


HAND WHEEL 
Automatically 
ADJUSTS WHEEL SPEED! 
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SNAGGING GRINDERS AND MACHINE TOOLS 
2507 RIVER ROAD e CINCINNATI 4, 


Since 1912 
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Industrial Equipment Co., Joplin, 
Mo., has been appointed by Carboloy 
Dept. of General Electric Co., De roit, 
to distribute its carbide tools, inc lud- 
ing diamond grinding wheel dressers. 


Hewitt - Robins Inc., Stamford, 
Conn., manufacturer of rubber and 
machinery products, plans to acquire 
the business, manufacturing facilj- 
ties and assets of the W. A. Jones 
Foundry & Machine Co., Chicago, 
maker of heavy-duty speed reducers, 
pulleys, gears and other acccessories 
used to drive machinery. The Jones 
plant includes a complete gray iron 
foundry. 





Fulton Sylphon Division, Robert- 
shaw-Fulton Controls Co., has opened 
a new warehouse at 3101 Imperial 
Highway, Lynwood, Calif. The ware- 
house will carry a complete line of 
temperature controls for industrial 
applications. It replaces the com- 
pany’s former West Coast distribu- 
tion unit at 1827 South Hope St., 
Los Angeles. 


Basic Refractories Inec., Cleveland, 
has purchased the White Rock, O., 
Gibsonburg, O., and Buffalo, N. Y., 
plants of Kelley Island Co., Cleve- 
land, producer of dolomite products 
for the building industry. The pur- 
chase includes related dolomite de- 
posits, business, inventories, company 
name, patents and trademarks. 


Modern Pattern & Plastics Inc., 
2113 Canton St., Toledo 2, O., is 
making extensive improvements to 
its facilities. The plant, badly dam- 
aged by fire in June, is being en- 
larged and new equipment 
Meanwhile the pattern and plastics 
divisions have been able to maintain 
customer requirements and deliveries. 


added 


Long Island City Bronze Foundry 
Inc., 51-25 35th St., Long Island City 
N. Y., has been granted a charter of 
incorporation. Directors listed include 
Peter Klisz and Helen Klisz, 60-82 
70th St., Maspeth, N. Y.; and Aida 
Dragone, 53-51 69th St., Maspeth 


Worthington Corp., Harrison, N. J., 
has moved its Midwest regional en- 
gineering and service division, for- 
merly located at 400 West Madison 
St., Chicago, to new quarters at 6124 
North Pulaski St., under the direc- 
tion of L. R. Dise, manager. 


Union Carbide & Carbon Corp., New 
York, has been awarded the Nationa! 
Safety Council’s Award of Honor for 
the second consecutive year. Based 0! 
the firm’s 1954 safety record, the 
award was given for a reduction ©! 
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IRON 
OR’ Steel Shot 
COMPANY COST COMPARISON SAVINGS IN 
You may not see the difference by wHEsiaseaton sTest Mane 
looking at abrasives, but you can't SHOT COSTS 
miss the GIANT savings you make An Chie $1.35/ton cleaned $.57/ton cleaned 60% 
when you use Wheelabrator Steel Steed -Fomadiy 
i i ine. A Chica 
Shot in your blast cleaning machine panei ey $1.10/ton cleaned $.60/ton cleaned 45% 
Look at the chart in this ad. These Foundry 
4 firms have saved 25% to 60% on WHEELABRATOR STEEL 
shot costs by using Wheelabrator sHOT 
Steel Shot. In 2 years over 1,000 A Steel . 45s 
firms have changed to Wheelabrator —es 5.06 Ib./ton cleaned 2.80 Ib./ton cleaned * 
Steel Shot . . . 400 from other steel pap Sate 
abrasives. Let Wheelabrator Steel Gray Iron $.465/ton cleaned $.25/ton cleaned 46% 
Shot make GIANT savings for you. Foundry 
Streat waleag: i tomy: Write today for Bulletin 89-B 


WHEELABRATOR 


GSGCO RP POR AT It ON 


505 S. Byrkit St., Mishawaka, Indiana 





(Formerly American Wheelabrator & Equipment Corp.) 


September 1955 














frequency and severity rates >elow 
MORE WORK Paste: ee oe 
ee @ ®@ ® Several of the corporation’s in livid. 


ual plants also were cited for their 


WITH ERIE STRAYER safety records. 


Wheelabrator Corp. recently :oved 


HOOK-ON CLAMSHELLS site mbsrtt Ss 
Fenkell Ave. 











G. R. Bryant is dis- 
trict manager, W. A. Illsley, F. 4. 
Smith and J. W. Swantz, sales en. 
gineers, R. D. Haworth Jr. and Leo 
O’Brien, abrasive engineers and D. 
W. Miller, district service engineer. 





















Jeffrey Mfg. Co., Columbus, O., has 
opened a new district office in Ra- 
leigh, N. C., under the management 
of J. R. Brisley. Located at 116 South 
Harrington St., the office will pro- 
mote and sell products of Jeffrey's 
Conveyor Division in North Carolina 
and part of Virginia. 


Claud S. Gordon Co., 607 West 30th 
St., Chicago, and 2027 Hamilton Ave., 
Cleveland, has been appointed exclu- 
sive distributor in eight midwestern 
states of Westinghouse Electric Corp. 
standard industrial furnaces and re- 
lated equipment. 













































National Malleable & Steel Cast- 
ings Co., Cleveland, has dissolved its 
wholly owned = subsidiary, Capitol 
Foundry Co., Phoenix, Ariz., and will 
operate it as its Capitol Foundry Di- 
vision, Capitol previously had ab- 
sorbed Arizona Iron Works, its own 
former subsidiary. 


Baldwin-Lima-Hamilton Corp., 
Philadelphia, has announced the clos- 
ing of its gray iron foundry at Eddy- 
stone, Pa. The shutdown will not 
affect the company’s nonferrous 
foundry. 


Industrial Castings Ine. has been 


CHECK these exclusive features: 
incorporated in Cleveland with 300 


,/ EASY HOOK-ON—no changeover problem. Versatile. shares of common stock at no par 


,/ COMPACT, RUGGED DESIGN—longer, value. Agent was Philip F. Rogel 
tougher service 19800 Miles Ave., Cleveland. 


\’ LIMITED HEADROOM REQUIREMENT— 
made for tight spots. 


,/ ALWAYS UNDER PERFECT CONTROL— 
eliminates shock. 


\/ Ys TO 10 YARD CAPACITY—models to 
suit your needs. 


Chicago Tramrail Corp. has occu- 
pied its new office and service build- 
ing at 1330 South Kostner Ave., Chi- 
cago. The one-story structure con- 
tains 12,000 sq ft of working space 





Wheelco Instruments Division, Bar- 
ber-Colman Co., Rockford, Ill., has 
moved into new and expanded facill- 
ties at 6610 North Sheridan Rd., C! 
cago 26. 


THE FAMOUS STRAYER ELECTRIC BUCKET 
ALSO AVAILABLE FOR AC OR DC OPERATION 





For Catalogs and General Information, Write: 
Oregon-Pacific Mfg. Co., has be 

incorporated by Scott M. Kelley, Ro!- 
ERIE STRAYER CoO. Re 
to operate as a foundry in Portlar 
Oreg. 


GEIST ROAD ee oe 





FOUND? 


oe Picture 


--- WHEN EFFICIENCY 
AND ECONOMY 
ARE A CONSIDERATION 
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® HOT BLAST 
MELTING — These GRINDLE 
12 cupolas, equipped with G R j Z| 3 L £ 


GRINDLE recuperative Hot 
Slast, produce up to 40 tons 


each, per hour, at a 13/1 
coke ratio. 15401 Park Avenue « Harvey, Illinois 


WA terfall 8-7355 





0 NE disadvantage of the CO,-sili- 
cate mold and core-bonding proc- 
ess is that the sand is discarded af- 
ter use, This is because of the pres- 
ence of low-melting-point alkalies 
which, if allowed to accumulate in 
the sand system, ultimately would 
have a deleterious effect on the 
refractoriness of the sand. However, 
an investigation of the possibility of 
reclamation of such sand by the 
British Steel Castings Research As- 
sociation (Sheffield, England) indi- 
cates that use of a log washer unit 
removes some 78 per cent of the 
water-soluble alkali present in the 
sand. Effect of the residual alkali 
on the sand remains to be determined. 


Serves in Atomic Field 


INDISPENSABLE role of cast 
stainless components in production 
of commercial power from atomic 
energy was emphasized recently at 
a high-alloy castings conference held 
at Wrightsville Beach, N. C. Report- 
ing on a study of materials for a 
special double volute pump, a repre- 
sentative of the Atomic Equipment 
Department, Westinghouse Electric 
Corp., pointed out that while many 
types of construction were considered, 
final design utilized a casting made 
of low-carbon, columbium-stabilized 
modification of the standard CH-29 
type alloy. Under Alloy Casting In- 
stitute designation system this ailoy, 
containing 0.08 max C, 12 to 15 Ni 


22 to 26 Cr and Cb 10 x C, would be | 


labeled type CH-8C. 


Index for Sand 


JAPANESE investigator Jiro Ka- 
shima in Report of the Castings Re- 
Laboratory, No. 6,1955 pub- 
lished by Waseda University, Tokyo, 
Japan, describes a new procedure for 
determining the grain size index of 
sands. The clay-free sand is wetted 
with ethylene glycol or 
glycerine and then centrifuged at 
3000 rpm to remove all but the thin 
layer adhering to the sand grains. 
A weighed amount of the 
sand is taken and the 
glycerine adhering is ascertained by 
potassium dichromate and 
titration 


search 


preferably 


coated 
amount of 


use of 


colorimetric or methods. 
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Glass beads similarly treated were 
used as the base, and grain size in- 
dex is given as the value of the 
glycerine on the sand divided by the 
glycerine on the glass beads. The 
author used glass beads such as used 
on motion picture screens, but in this 
country one could secure beads de- 
veloped by the National Bureau of 
Standards for sieve testing. The au- 
thor states that the grain size index 
measurement can be accomplished in 
30 to 40 minutes and the error is 
less than 5 per cent. 


Saves Analyst’s Time 


RECENT article in July-August 
issue of General Motors Engineering 
Journal entitled “A Method for the 
Simultaneous Quantitative Analysis 
of Carbon and Sulphur in Steel and 
Cast Iron” by Franklin L. Racine, 
GMC Truck and Coach Division, de- 
scribes a development using an elec- 
tronic feedback circuit to control au- 
tomatically the titration of the sul- 
phur with iodate solution beginning 
at the time the latter enters the 
sulphur chamber. Result is that total 
time for carbon and sulphur analyses 
is 4 minutes, including 30 seconds 
to weigh the carbon dioxide absorp- 
tion tube. Only one sample is re- 
quired. It is claimed that the meth- 
od is time-saving and provides im- 
proved accuracy, dependability and 
flexibility. 


Studies Creep in Nickel 


AS PART of a long research pro- 
gram the National Bureau of Stand- 
ards recently completed a study of 
the creep characteristics of high pur- 
ity nickel. Investigation by W. D. 
Jenkins, T. G. Digges and C. R. John- 
son dealt with creep behavior in ten- 
sion under constant load at 300, 700, 
900 and 1200° F. In general, creep 
occurred in three stages which follow 
initial extension on application of 
the load. First is one of decreasing 
rate of extension. In the _ second, 
creep proceeds at nearly a constant 
rate. Third stage is one of increas- 
ing rate culminating in complete 
fracture. Discontinuous flow was ob- 
served in each of the three stages. 


AN LL LT ERTL TRIM 


Metallurgical Edito 


Experimental values for primary 
creep agreed fairly closely with re- 
sults predicted by the theory of ex- 
haustion and generation of disloca- 
tions, as proposed by Mott and Nar- 
barro and modified by others. How- 
ever, creep rate in the secondary and 
tertiary stages could not be predicted 
accurately by existing formulas. 


High Temperature Uses 


RESEARCH sponsored by the Al- 
loy Casting Institute and conducted 
at Battelle Memorial Institute re- 
sulted in new information for de- 
signers of power plants and _ high- 
temperature processing equipment. 
Described in a paper, “An Investi- 
gation of the 21 Per Cent Chromium- 
10 Per Cent Nickel Heat Resistant 
Casting Alloy,” by A. M. Hall, R. J. 
Mangone and D. D. Burgan which 
was presented at the recent annual 
ASTM meeting, the authors point out 
that the alloy can be substituted ef- 
fectively for alloys containing sub- 
stantially greater amounts of nickel 
and chromium in the temperature 
range of 1200 to 1600° F. At 1400° F 
the load-carrying ability of the alloy 
is 14,000 to 15,000 psi for 100-hour 
rupture life, or about equivalent to 
the higher alloyed types. 


Grain Size Effect 


IN A paper, ‘Influence of Grain 
Size on the Structure, Pressure-tight- 
ness and Tensile Properties of Sand- 
cast Bronzes and Gunmetals,” pre- 
sented at the recent annual meet- 
ing of the Institute of British Found- 
rymen, the author, A. Cibula, indi- 
cates that in both well-fed and poor- 
ly-fed castings the total porosity was 
least in alloys of finest grain size. 
In castings with columnar structures 
shrinkage porosity tended to con- 
centrate at the centerline, leaving 
the skin of the casting sound. In 
the fine-grained castings, porosity 
was dispersed, leaving little or no 
sound skin, and occurred largely in 
layers perpendicular to the direction 
of feeding. Because of their un- 
favorable distribution of porosity, 
grain-refined castings had much poor- 
er pressure-tightness and, generally, 
mechanical properties. 


FOUNDRY 


By EDWIN BREMER 
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Basic Refractories 
offers field service 
to foundries 


Cupola operators interested in adopt- 
ing a basic practice can get refrac- 
tory maintenance information and 
assistance from Basic Refractories’ 
engineers. These men know refrac- 
tory application and are familiar 
with cupola practice. 


BASIC CUPOLA OPERATION OFFERS IMPROVED METALLURGY 


The improved metallurgy possible 
with basic slag systems enables 
cupola operators to produce base 
irons of low sulphur content. Be- 
cause of the refining nature of these 
slags, and the earbon pickup ac- 
companying basic operation, it is 
possible to obtain good results even 
while using a lower cost charge. Low 
sulphur content is an important fac- 
tor when alloying base irons. Less 
alloy is required to obtain desired 
results. This saving, together with 
the saving on charged materials, 
makes basic operation preferable in 
the manufacture of relatively new 
cast irons. 


Basic linings for cupolas 
offer 8 advantages 


Costs of basic linings are higher 
than acid. But these costs are offset 
by the following advantages: 


1. Lower sulphur content in the iron 
produced 


. Greater carbon pickup 

. Higher metal tap temperatures 

. Use of lower cost charges 

. Absence of bridging and clean drop 
. Better pouring characteristics of metal 


. Less scrap castings 


oN O UW & WwW WD 


. Steel scrap can be substituted for low 
phosphorous pig iron without lower- 
ing the total carbon content of the 
iron. 


REFRACTORIES ENGINEERING AND SUPPLIES 


September 1955 


Newly developed irons widely accepted 
because of unique properties 


Many machine parts that before 
could only be manufactured by forg- 
ing or casting steel, can now be made 
with these newly developed cast 
irons. Properties such as abrasion, 
heat resistance, fatigue, impact 
strength, and ductility have made 
the new irons widely accepted by 
design engineers. 

Other important properties are 
high yield strength, good machin- 


ability, hardenability and weldabil-. 


ity. Irons possessing these properties 
have opened up many new fields to 
the foundryman. 


Gundol recommended 
for basic cupola maintenance 


Gundol, a granular basic gun refrac- 
tory, is highly adaptable and widely 
used to maintain basic cupola fur- 
naces in this country. Designed for 


BRI Gun, model A-20, with 
20 cubic foot hopper. Nozzle 
and 50 feet of shooting hose 
included with gun. Operation 
also requires hoses to connect 
with plant water and airlines. 


BASIC REFRACTORIES INCORPORATED 


CLEVELAND 15, OHIO 


845 HANNA BUILDING e 


LTO — EXCLUSIVE CANADIAN AGENTS 


gun emplacement it affords the basic 
cupola operator a quick, easy meth- 
od of furnace repair. Gun emplace- 
ment of the refractory forms a dense, 
monolithic lining eliminating joints 
and keeping maintenance costs at 
a minimum. 

Write now for a comprehensive 
booklet on gunning and gun refrac- 
tories. 
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A Better Buy With Local Supply 
—Genuine cLarK Farts 





Your local Clark dealer provides service 
facilities that have been developed for your 
needs. You expect the best from your 
Clark trucks and your Clark dealer is 
there to see that you get it. You get a 
complete service package at your local 
Clark dealer. 
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LARGEST SUPPLY— Your local Clark dealer’s parts 
inventory is based on machine population. You get 
mobile service for emergencies . . . for preventative 
maintenance at your plant. 


\UALITY PARTS—your source for Genuine Clark 
parts. Designed specifically for your equipment... 
engineered to outlast. outperform any substitutes. 


ONE SOURCE—for quality rebuild- 


ing, maintenance, parts, and mobile 
service. Complete, modern facilities 
offer the best in service . . . at lowest 
cost. 


FACTORY TRAINED MECHANICS— 


use specially designed tools and test 
equipment . . . know your equipment 
best. 


CLARK 


EQUIPMENT 





Industrial Truck Division 
CLARK EQUIPMENT 
COMPANY 


Battie Creek 16, 
Michigan 
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Fig. 1—Molds are delivered on the belt conveyor, 
pouring basins on roller conveyor in background 


Saving Floor Space and 


Manpower with an 


OVERHEAD CONVEYOR 


BERDORFER Foundries Inc., 
O one of the country’s largest 

aluminum foundries, has quad- 
rupled production without increasing 
floor space and saved manpower by 
handling molds and castings on an 
overhead trolley conveyor. 

The company was faced with the 
problem of expanding the capacity of 
its cylinder head aluminum foundry 
from 25,000 pounds to 100,000 pounds 
per day. The higher schedule required 
several times more floor space than 
was available. Expansion, however, 
lad several drawbacks. New con- 
struction is expensive and slow, and 
production would be interrupted when 
it was time to move into the new fa- 
cilities. At that time an increase in 
production was essential. The flexi- 
bility of the new facilities was con- 
sidered; a building can’t be stretched 
or shrunk to fit production increases 
or decreases. 

Unit production costs would have 
increased with more floor space be- 
cause the molds would be _ spread 
over a greater area; this would mean 
the metal would have to be carried 
farther—less production for an equal 
amount of effort. 

It was soon realized that plant ex- 
pansion was a poor solution to the 
problem of ‘the increased schedule. 
We were aware that the ceiling was 
the same size as the floor and wasn’t 
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too productive, so it seemed this 
might be the answer to the increased 
floor space requirement. We called in 
the Lamson Corp. engineer to dis- 
cuss overhead trolley conveyors. 
Working together, the problem soon 
was solved with two conveyor sys- 
tems. These include a 4-in. overhead 
trolley conveyor for handling molds 
and a 3-in. system for handling cast- 
ings. 

The 4-in. mold-handling conveyor 
begins at the core ovens. The dry 
sand molds are built up in an as- 
sembly line method on a belt conveyor 
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Fig. 2—Molds ore poured while the conveyor is in 
motion, and they go to the penthouse for cooling 


By WILLIAM D. DUNN 
Assistant to the President 
Oberdorfer Foundries Inc: 

Syracuse, N. Y. 


and are transferred to a bench-height 
shelf type rack which is hung from 
the overhead trolley conveyor. Pour- 
ing basin cores are attached to the 
molds as they move along an out-of- 
the-way wall to the pouring floor. 
The conveyor extends out only 24 in. 
from the wall. At the pouring floor, 
the conveyor descends so that the 
molds pass the pourers at a con- 
venient height for pouring. Molds are 
poured (Fig. 2) as the conveyor 
moves at a speed of about 7 ft per 
minute. It has a speed adjustment 
of from 5 to 16 ft which affords a 





Fig. 3—This zigzag conveyor located on the roof provides cooling time 
for molds and eliminates the heat, gas and smoke from the cooling floor 
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“Hire only the best men”, Adam Pyle insisted, “and buy only the best 
machines. That’s how to do the finest work — for the finest customers!” 

That was ’way back in 1905 when the Pyle Pattern & Manufacturing 
Company name was still drying on the door. Now — half a century 
later — we can still prove he was right! 

You'll find our plant teeming with men of unsurpassed skills . . . 
turning out consistently superior work on the best machines money 
can buy. And our customer list reads like the Blue Book of American 
industry — great firms grown to greatness through uncompromising 
quality of product. 

May we serve you, too? 


PATTERN AND 
MANUFACTURING 
COMPANY 


MUSKEGON HEIGHTS, MICHIGAN 


1905 Our Fiftieth Anniversary 1955 














ou're Sitting on Top of the World with 


Smith © Core Oil 
















Yes ... you’re sitting on top of the 
world when you use Smith L-O Core 
Oil, the oil used and endorsed by 

many leading foundries throughout the 
country. Smith L-O is the Dow-Therm 
processed oil that offers fast baking, 
excellent workability, and long carry over. 
And to assure superior results under 
your casting conditions, it is available 

in a wide range of grades to suit the type 
of sand used and kind of metal cast. 

Hit a new high in your core-making 
production with tested and proved 
Smith L-O. 

Consult our representative in your 
territory. He is a practical foundryman 
who will prove helpful when difficult 


problems arise. 


SMITH 


REPRESENTATIVES 


@ ALGONQUIN CHEMICAL CO., INC. 
Hamburg, Pennsylvania 


@ FOUNDRIES MATERIALS CO. 
Coldwater, Michigan 
@ FOUNDRY SERVICE CO. 
Birmingham, Alabama 
@ F. F. SHORTSLEEVE 
Elmira, New York 
@ PACIFIC GRAPHITE CO., INC. 
Los Angeles 22, California 
@ ST. LOUIS COKE & FOUNDRY 
SUPPLY CO. St. Louis, Missouri 
@ WESTERN FOUNDRY SAND CO. 
Seattle, Washington 
@ WESTERN INDUSTRIAL SUPPLY CO. 
Portland 14, Oregon 


@ MALCOLM G. STEVENS 
Arlington, Massachusetts 
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Fig. 4—Molds are broken up, and gates, sprues and risers are knocked 
off, after which the castings are transferred to the 3-in. conveyor 


wide range of flexibility to accommo- 
date changes in schedules as well as 
castings of different sizes. 

Melting Department—There are 
four reverberatory furnaces and eight 
holding pots, the latter being in a 
line in front of the furnaces. The con- 
veyor parallels the line of holding 
pots. A control button on the pour- 
ing floor allows the pourers to ad- 
just the conveyor speed as required. 
As the molds pass from the pouring 
floor, they ascend to the penthouse 
where a Zigzag system (Fig. 3) pro- 
vides cooling time. Removing the 
molds to the roof of the building im- 
mediately after pouring has com- 
pletely eliminated the problem of gas, 
fumes and heat. Working conditions 
on the pouring floor are as favorable 
as in any other department in the 
plant. 

The conveyor then carries the 
cooled molds to a knock-out room at 
one end of the penthouse. The dry 
sand molds are knocked off and 
dropped into a chute which carries 
them to a crusher on the first floor. 
The risers can be easily removed and 
dropped into a chute where they are 
collected in a tote box on the first 
floor. 

This particular section of the con- 
veyor demonctrates some of the ad- 
vantages of overhead trolley convey- 
ors. The flexibility of elevation is 
demonstrated in that it is possible 
to build up the bench height (30 in.) 
and pour the molds at a height of 
15 in. The poured molds are elevated 
from the molding floor to the pent- 
house at a steep angle (about 60 
degrees) which means that almost no 
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floor space is lost. Heat and fumes 
from the molds follow the inclined 
path of the conveyor, and ascension 
of the molds and racks accelerates 
dissipation of the heat and fumes. 

Utilization of the roof not only is 
a space saver, but the molds and salv- 
age metal that re-ult from the knock- 
out operation can be returned to 
process by gravity. 

Casting Conveyor—The 3-in. cast- 
ing conveyor begins at the penthouse. 
A lighter system was installed in the 
interest of economy since only the 
castings are carried. Shelf type racks 
similar to the ones on the 4-in. con- 
veyor are used to carry the castings 
from the knock-out room to the first 
operation on the ground floor where 


the chills are removed. The castings 
are replaced on the conveyor and 
cross the room to the saws where 
the gates are removed. This second 
station is located across the room to 
provide a second cooling period. To 
insure adequate cooling, a water 
tank about 15 ft in length is located 
under the conveyor system so that 
the castings can be immersed for ap- 
proximately two minutes while en 
route. 

The castings are carried through 
the succeeding operations on the con- 
veyor. They are always delivered and 
picked up at the exact elevation 
most convenient to the operator. 

There has been a real savings in 
the reduction of scrap loss. The cast- 
ings were formerly trucked and lo- 
cated as near to the operator as pos- 
sible; at best only a few in each 
rack were in a convenient location so 
the operator had to reach for most 
of them. Frequently, one would be 
dropped on the floor, and the fins 
would bend. It was the usual thing 
for the fins to break off during the 
straightening operation and the cast- 
ing would be lost. The conveyor sys- 
tem has almost eliminated this loss. 

This system made it possible for 
the foundry to reach its production 
level of 1600 aircraft and tank engine 
cylinder heads per 16-hour day in a 
matter of a few weeks. At one point, 
a production of 1900 per day was 
sustained for 20 working days. This 
production was maintained with only 
eight men pouring. 

The entire installation was com- 
pleted within approximately’ ten 
weeks with no noticeable interruption 
to production, and paid for itself in 
less than one year. Inasmuch as the 
system is made up of standard types 
of units, it can be extended, short- 
ened, or changed to meet any sched- 
ule or type of casting. 



















PROVEN — EFFICIENT — -F, 


wee oBI3CH 


International Sand Blowers with all of the new 
features you have asked for—flexibility . . . sim- 
ple design .. . ease of maintenance . . . faster 
operation ... more positive action! 


SB13CH Sand Blower is adaptable for cores 
up to 75 pounds + 10" throat opening for easy 
loading +» Sand carriage rails and bearings 
completely shielded from sand + New-type 
exhaust valves - Sand carriage operated by a 
two-way pneumatic cushioned cylinder, trun- 
nion-mounted for sure action—no springs +» Two 
tandem-mounted hydraulic clamp and draw 
cylinders with two large chrome-plated guides 
provide positive clamping and accurate draw 
+ Four support posts are movable for opero- 
tions where side loading is desired - Draw table 
available with or without rollers - Completely 
electric automatic cycle control can be timed 
to the fastest or slowest jobs »« Hand operated 
cycle control also available, if desired - Sub- 
bases available in heights to meet conveyor 
requirements (optional equipment). 




































































A few 


TYPE SB13C MACHINE (NOT ILLUSTRATED) 


has same capacity and dimensions as the SB13CH, bu! 
the clamp and draw cylinder is pneumatically operated 





INTERNATIONAL 








AST — POSITIVE ACTION 








A few machines in one section of a large installation of International $B13CH Sand Blowers recently installed in a New Automotive Foundry. 


INTERNATIONAL builds 90 different types of machines in more than 1400 different sizes, for 
every foundry need. Yet, if your particular problem requires special features, we will modify 
or build to your exact specifications 


Thats uly we say: “‘There’s an INTERNATIONAL for EVERY Type of Job’’ 


The INTERNATIONAL LINE is designed by experienced foundry engineers 


who have a practical working knowledge of the problems of the industry. 


MOLDING MACHINE CO. 


LA GRANGE PARK, ILLINIOS 














We don’t imagine there has ever been 
a safety material devised that is so 
right for foundry use as Jaxcolite- 
coated asbestos, duck or burlap. 
Jaxcolite is a new compound. It 
has been thoroughly tested, proved 
and approved. Applied to the ma- 
terials mentioned above, st provides 
exceptional resistance to molten metal 
splash, to heat, to burn, to the strong- 
est acids and caustics, and of course 
to oil and water. Yet it wears well, it 
is flexible, lightweight and comfort- 
able. Its cost is low. And the amazing 
thing is that people who use it simply 
refuse to buy anything else. 
Steel-Grip makes a complete line 
of safety apparel made from Jaxcolite 
materials. The list is shown on this 
page. We earnestly urge you to send 
for trial swatches of this material and 
make any tests you want. It may prove 
to be THE answer to safety problems 
long unsolved. Send today. 
*A4 product of Jaxind, Inc. 


INDUSTRIAL GLOVES COMPANY 


A Corporation 
1681 Garfield Street, Danville, Illinois 
(In Canada: Safety Supply Co., Toronto) 






TRADE-MARK 


TO BE SURE OF THE GENUINE, 
DEMAND THIS TRADE-MARK 








1. Amazing Jaxcolite Coated Materials 
are made up into Steel-Grip guaran- 
teed quality safety apparel, VIZ: 


2 


Coats Sleeves 
Pants Leggings 
Aprons Spats 


Gloves and Mitts 
with Jaxcolite backs 
Curtains 


Send for trial garment and prove its 
superiority for yourself. 


We manufacture a complete line 
of safety apparel for every need, in 
leather, duck, Perma-Proof ma- 
terials, asbestos, wool, Dynel cloth, 
Jaxcolite coated materials, alu- 
minum coated materials, etc. 
These garments reflect in their 
materials, design and manufac- 
ture the high quality standards 
that have made Steel-Grip the 
outstanding supplier in the United 
States. Write for a catalog. 


Meditations 
of a 


Sandman 


By HAROLD E. HENDERSON 


H. C. Macaulay Foundry Co. 
Berkeley, Calif. 


Backlog of Know-how” 


OME TIME AGO I read a FOUND- 

RY article entitled “Aluminum 
Sand Foundry Practice.”’ The author, 
W. D. Stewart, referred in his in- 
troduction to “a great backlog of 
engineering know-how.” Although 
the entire article was excellent, it 
was the phrase “backlog of know- 
how” that kept recurring to me. 

After all, isn’t the entire education- 
al process mostly a matter of build- 
ing up a backlog, something to be 
sold, used, or consumed later, at a 
“more convenient time’ as the radio 
man puts it? 

According to Webster, a backlog is 
“the large log of wood at the back 
of a hearth fire” or, colloquially, ‘‘a 
reserve of unfilled orders” or, loose- 
ly, ‘any sustaining force or reserve.” 

The second definition, ‘‘a reserve of 
unfilled orders,’’ seems to be most 
popular with foundrymen. Although 
I must admit it is a cheerful word 
arrangement, I am still intrigued by 
Webster’s concluding definition ‘any 
sustaining reserve.” 

It may well be that a great dif- 
ference between a good and a poor 
foundryman can be measured by the 
amount of sustaining reserve each 
has acquired. It might be likened 
to money in the bank—working 
capital. At any rate, it is something 
we depend upon every day of our 
lives, in whatever circles we move 
and in almost everything we do. It 
lies in the realm of memory and dis- 
crimination. 

Filing cabinets, properly arranged, 
may be excellent depositories for 
temporary or even enduring records 
of both business transactions and 
methods of procedure, but a_ well 
trained memory is still the foundry- 
man’s most reliable guide in making 
the innumerable decisions of his 
daily program. He cannot run to a 
filing cabinet every time an instruc- 
tion is to be given. 

A workable “know-how” may con- 
sist of both artistic and scientific 
ability, with one supplementing the 
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How to Select the Most 





Economical Insulating Firebrick 


The advantages of lightweight insulat- 
ing firebrick over ordinary “heavy- 
weight” firebrick are generally known 
to furnace operators and furnace 
builders. But many buyers have won- 
dered just what advantages there 
might be in one brand of insulating 
firebrick as against another. The an- 
swer to this question could very well 
mean savings in fuel costs, increased 
furnace output, longer life . . . or all 
three. 


One furnace builder ran tests on 
their small electric kilns where heat 
input could be measured with great 
accuracy. Here’s what they found: 
B&W IFB required 25% less heat 
than any other brand of insulating 


firebrick they tried. 
The reason? B&W IFB are lighter in 


weight than any other insulating fire- 
brick — they contain more tiny, in- 
sulating air cells. Heavier, denser in- 
sulating firebrick linings waste fuel 
two ways: They soak up and store 
more heat which is lost when the 
furnace is cooled; and they conduct 
more heat through the walls. 


How about long life? One of the 





toughest tests of firebrick is in the 
lining of a carbon monoxide furnace. 
Some brands last only a few weeks, 
then disintegrate, due to iron oxide 
impurities in the brick which react 
with the gas. 


But B&W Insulating Firebrick contain 
little iron oxide, and they’re proc- 
essed at high temperatures so that any 
traces of iron oxide form stable com- 
pounds. So instead of deteriorating 
they stay on the job year after year 
—in many cases over 10 years. 


Another factor, important to many 
furnace operators, is accurate temper- 
ature control. Here again B&W IFB 
have an advantage over other insulat- 
ing firebrick. First, because B&W IFB 
are lighter in weight they store and 
conduct less heat—and they respond 
more quickly to changes in heat input. 


A typical example is the giant stress- 
relieving furnace shown below—sixty 
feet by twenty-two feet by seventeen 
feet high. The B&W lining plays a 
vital part in holding the desired tem- 
perature within 5 degrees accuracy! 








Next time you buy or specify insulat- 
ing firebrick, remember that the light- 
est weight brick of all—B&W—has 
the highest insulation value, the long- 
est life and the greatest furnace heat 
controllability. 


THE BABCOCK & WILCOX CO. 
Refractories Divtsion 


General Offices: 
161 East 42nd St., New York 17, N. Y. 
Works: Augusta, Ga. 


(Advertis2ment) 
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other. The human memory is a mar- 
velous instrument, and it certainly 


tends to improve with use. Whether 


we ever really forget anything is a 
moot question. 

We hear men complain constantly 
of a poor memory, of the inability 
to recall instantly a name or a source 
of information. Memory experts tell 
us that this problem is due mainly 
to the fact that we have not trained 
our memory to do its work. We 
neglect it, practically ignore it, then 
suddenly try to force it to perform an 
unaccustomed task. 








On the other hand, when we are 
making no effort whatever to re- 
call anything, names, places, and 
the most trivial of events often fall 
into our mental picture in complete 
and exact detail, almost as though 
we were reading the facts from a 
long-forgotten diary. Memory is cer- 
tainly a remarkable faculty, and it 
deserves to be trained as well as a 
foundry apprentice—in fact, better 
than some of the apprentices I know. 

Whether you rely on a good mem- 
ory or on records that are clearly 
written and methodically preserved, 


Saves 4 minutes per casting 


ROTOR B-7 
VERTICAL 
GRINDER 

pays for itself 
in 91/2 weeks 














JOB: Removing parting lines and general cleaning 

of large pipe fittings with disc cut-off wheel. 

FORMERLY: An ungoverned, geared tool did the job 
deen 

. took 14 minutes per casting. 

NOW: Lighter B-7 Vertical Grinder with direct-acting 

governor gives constant, controlled speed . . . cuts 

grinding time to 10 minutes. 

RESULTS: Saves 4 minutes 3 casting. Used 75% of 

production time, tool paic 

Additional savings through lower maintenance, 

longer wheel life. 

Does this give you ideas for cutting costs? Call your 

Rotor Engineer for help. 


for itself in 9% weeks. 
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you should have your information 
immediately available. This point is 
as important (or almost as import- 
ant) for the sandman as it is for the 
bookkeeper. While the sandman 
doesn’t have to balance books or 
split pennies, he should know some- 
thing about the meaning of credit 
and debit, for the properties of his 
sand, whether retained or added, lean 
to one side or the other. 

The man at the muller usually ex- 
pects his daily production of system 
sand to maintain a uniformity within 
workable limits. By predetermined 
additions of water, clay, etc., desired 
properties are obtained and molding 
requirements are met. Let us as- 
sume that, at least for a brief period, 
no complaints arise from either 
molders or foreman. Both mold pro- 
duction and castings are satisfac- 
tory. The sandman exhibits that self- 
satisfied smile, and the millenium 
seems to hve arrived. 

This condition frequently proves 
to be the calm that precedes the 
storm! For several days the propor- 
tion of ingredients added at the skip- 
hoist or muller may have remained 
constant, but the returning sand from 
the shakeout refuses to remain con- 
stant. The sand itself may have 
been practically undamaged by its 
ordeal with molten metal, but clay, 
moisture and carboniferous matter 
all have undergone some degree of 
change, the degree depending on the 
weight of castings poured, tempera- 
ture of metal, and time of solidifi- 
cation. 

If this shakeout sand could be 
screened and blended prior to mull- 
ing, we might test it with some as- 
surance of getting an average de- 
pendable reading. Undoubtedly this 
is what we all ought to do, but most 
of us do not have adequate facilities 
for such a program, and the prospect 
of such an _ investment appears 
frightening. So again, we turn as 
always to judgment born of experi- 
ence, of trial and error, in which 
the memory of costly mistakes gives 
us no rest until a remedy is found. 

Prior to the advent of mechanical 
aids, foundrymen had to be ingenious 
indeed to remain in business. I have 
never ceased to be amazed at the 
tricks employed, the subterfuge and 
artifice resorted to, in efforts to pro- 
duce a saleable casting. In Turkey, 
I saw hand-grenade cores made with 
abominable molding sand, sawdust 
and water. Surely no American would 
even attempt it. Yet that in Turkey 
is know-how! 

This hyphenated word is nebulous 
at best. I have seen castings made 
under the most primitive conditions 
that would do credit to any disciple 
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lus ALFRAX* castable cement... 


INFERROUS 
NACE LINING PROBLEMS 


Time-consuming installation . .. GONE 


These CARBOFRAX Silicon carbide rings are only 1 2” thick; 
weigh about 70 pounds apiece. One man can place 

them in a furnace without a hoist. Complete relining job, 
including preparing and pouring the ALFRAX 

aluminum oxide castable cement back-up lining, 

usually takes about an hour and a half. 


Frequent repairs... GONE 


The silicon carbide rings resist flame erosion, spalling and 
cracking. They last many months with next-to-no patching; 
prevent cutting away or erosion of 

the insulating cement that backs them. 


eit 
High fuel costs... GONE 


The thin CARBOFRAX rings leave plenty of space 

for the ALFRAX cement, one of the most effective 

insulating materials ever developed for high temperatures. 
The ALFRAX insulation holds heat losses to a minimum .. . 
lower heat capacity furnace works faster with less fuel! 
Melting time is consistent throughout the day. 

Service records show many cases where operators report 


one to two extra heats per day! 


CARBOFRAX linings are also available in segmental shapes 
that will fit any size crucible furnace. Let us know your operating 
conditions and we will be glad to make recommendations. Address 
Dept. A95, Refractories Division, The Carborundum Company 
Perth Amboy, N. J. 


CARBORUNDUM 


Registered Trade Mark 












CAN REDUCE YOUR 
PIG CASTING COSTS 


Ideal for use in foundries 
and small metal produc- 
ing plants, these machines 
provide exceptional econ- 
omy and durability due to 
a unique design feature. 
The endless chain carry- 
ing the mounds runs over 
a series of “stationary 
wheels” mounted on the 
frame. This eliminates 


PIG CASTING 
MACHINES 







ss 


80% of the moving parts. Results are increased capacity and a sub- 
stantial reduction in maintenance and operating costs. Furnaces 
‘an be tapped direct into the machine—eliminating the furnace-to- 
ladle operation. Capacities: 3 to 50 tons per hour. Lengths: 15 to 
125 feet, in multiples of 5 feet. 


COMPANY 











PITTSBURGH 16, PA. 










oi the molder’s art, and I have seen 
castings that were a disgrace to the 
industry born of the most modern 
technology. How do I explain it? 
Well, I should say that in the first 
insiance, the primitive was art de- 
veloped to a high degree, whereas 
the modern example was an at- 
tempted scientific approach, with 
understanding yet to be developed. 

We have learned much about this 
business of making castings, but I 
am sure that no one will deny that 
we have much to learn. Emerson once 
observed that “all knowledge is cor- 
relative.’”’ Acting on this assumption, 
we should explore every avenue of 
possible information in our study of 
sand behavior. Remembering that it 
was from the investigation of clay 
properties that we became aware of 
the importance of the pH factor, we 
might do well to go farther afield at- 
tempting to uncover some of the ad- 
ditional secrets in the book of nature. 


New York University Presents 
Lecture Series on Titanium 


A total of 22 leading scientists and 
engineers will speak in a special one- 
week program of lectures on tita- 
nium at New York University, in- 
cluding William J. Kroll, inventor of 
the Kroll process for titanium ex- 
traction. 

F-pecially designed for practicing 
engineers, the lecture series will be 
given Sept. 12-16 at the NYU Col- 
lege of Engineering. It is sponsored 
by the college’s department of met- 
allurgical engineering, the NYU Of- 
fice of Special Services to Business 
and Industry and the American So- 
ciety for Metals. 

Applicants may register for one 
or more days of the series. Dormi- 
tory space will be available on the 
University Heights campus. In- 
formation may be obtained from As- 
sistant Dean Wilbur K. McKee, NYU, 
6 Washington Square North, New 
York 38, or from Dr. Harold Margolin, 
NYU College of Engineering, New 


York 58. 


Offers Program Control Data 


Methods and advantages of employ- 
ing automatic, time-conditions con- 
trol for many industrial processes and 
tests are described in a new bulle- 
tin published by the Industrial Divi- 
sion, Minneapolis-Honeywell Regula- 
tor Co. A “selection chart’’ aids the 
choice of the right instruments for 
any program control application. 
Copies are available from the com- 
pany, at Wayne and Windrim Aves., 
Philadelphia 44. Request Bulletin 1130. 
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AIR VIEW of AIR MAKE-UP ¢y Koch 





AIR REPLACEMENT, FUME REMOVAL & EXHAUST SYSTEMS 
ENGINEERED, FABRICATED & INSTALLED ey Rack 


Exhaust stacks rising from this modern 


foundry landmark another installation of air 


handling equipment by KOCH. 


For this foundry, KOCH installed hoods for 
the pouring and shake-out lines . . . exhaust 


for smoke and fume removal 


fresh air 


over the mold lines and stacks and intakes 
over the castings cooling court. 

KOCH engineers are available for consul- 
tation, design and preliminary estimates at 
your request. KOCH handles the complete re- 
sponsibility from design through detailing. 
fabrication and installation. 


WRITE FOR BULLETIN C9-M10 


GEORGE KOCH SONS, INC. 


EVANSVILLE, 


September 1955 
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Sand Moisture Tester: Harry 
W. Dietert Co., 9330 Roselawn Ave., 
Detroit 4, Mich.—Unit continuously 
tests and records moisture content 
of foundry sand in a bin or hopper or 


traveling on a conveyor. Compact 
and self-contained, the unit consists 
of a high-frequency capacitance 
bridge, a moisture probe and either 
a circular or strip chart recorder. It 
is equipped with two lights to indi- 
cate when the sand runs above or 
below the desired moisture content. 
Audible alarms also can be furnished 
to signal ‘‘out-of-range’’ moisture. 
For More Details Circle No. 1—Page 281 


Refractories: Richard C. Remmey 
Son Co., Hedley St. and Delaware 
River, Philadelphia 37, Pa.—Line of 
refractories is for use in nonferrous 
foundries, primary steel production, 
glass furnaces, ceramic kilns and 
power plants. Several grades of the 
synthetic mullite refractory are avail- 
able in form of bricks, special shapes 
and ramming mixes. Manufacturer 
claims processing techniques provide 
these advantages: Extremely stable 
refractory qualities up to and includ- 
ing 3326° F; high resistance to ther- 
mal spalling; high resistance to struc- 
tural spalling, and high resistance to 
deformation at high temperatures. 
For More Details Circle No. 2—Page 281 


Belt Lubricator: Manzel, 315 
Babcock St., Buffalo 10, N. Y.—Au- 
tomatic lubricator for abrasive grind- 
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ing belts consists of an adjustable 
stroke pump driven by a reciprocat- 
ing air motor and incorporates a 
spray control cylinder that triggers 
air only when fluid is being delivered 
to the spray nozzle. Controls regu- 
late frequency of application, amount 
of lubricant pumped per stroke and 
air pressure at the nozzle. 

For More Details Circle No. 3—Page 281 


Dust Collector: Aget Mfg. Co., 
Adrian, Mich.—Dust collector for 
use where large dust storage capac- 
ity is necessary has an air handling 
capacity of 3600 cu ft of air per 
minute, with a static pressure of 6 








in. of water. Capable of collecting 
dust from almost any dust-creating 
machine or _ operation, especially 
where volume runs high, the unit 
eliminates need to empty a dust bin 
with a shovel. For simplified empty- 
ing and maintenance, two _ rubber- 
castered, roller dust cans are con- 
nected to the collector by an all- 
metal diversion Y. Unit is available 
as a recirculating unit or with at- 
tachments for outside exhaust. 

For More Details Circle No. 4—Page 281 


Heat Treating Unit: Denver 
Fire Clay Co., industrial Furnace 
Dept., 2321 Blake St., Denver 45, 
Colo.—-Forced convection heat treat- 
ing unit is designed for hardening, 
carburizing, carbonitriding, martem- 
pering and similar applications. It 
is a semiautomatic controlled atmos- 
phere furnace embodying a bottom 
charging design. Furnace and quench 
chambers never are open to room 
atmosphere during operation. This 
feature is said to assure maximum 
uniformity of results, minimum dis- 






» 





ce Eee | 


nN 


tortion and bright, scale-free finish. 
Because the unit is pushbutton con- 
trolled and pneumatic powered, it 
can be changed over quickly from 
one heat treating process to another. 
Timing and transfer are automatic 
from charging door to unloading 
door. As soon as one load reaches 
the quench chamber, another can be 
started into the furnace. 

For More Details Circle No. 5—Page 281 


Oscillating Feeder: simplicity 
Engineering Co., Durand, Mich.—Os- 
cillating feeder is designed to handle 
a heavy column load. Oscillating 
action is provided by two eccentric 
shafts which may be timed to vary 
the feeder action from vertical to 
horizontal. The unit feeds along its 
entire length, allowing use of a 
large hopper opening and eliminat- 
ing problem of material bridging in 
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the hopper. 
is said to cause no damage because 
eccentric shafts and feeder pan are 


Overloading the feeder 


not connected mechanically. Timing 
of shafts may be changed or the en- 
tire assembly replaced in 30 minutes. 
The feeder may be spring mounted 
or provided with a spring and cable 
arrangement for hopper suspension. 
It will feed on the horizontal. Sizes 
available range from 1 x 4 ft to 6 x 
20 ft, with capacities from a trickle 
to 1000 tons per hour, 

For More Details Circle No. 6—Page 281 


Platen Grinder: curtis Machine 
Co., Jamestown, N. Y.—Platen grind- 
er employs serrated contact belt and 
contact roll for grinding and polish- 
ing flat and radius surfaces. Grinder, 
developed in collaboration with Car- 
borundum Co., uses a 175-in.-long 
contact belt behind a 226-in.-long 
abrasive belt. Serrations on the con- 
tact belt flex coated abrasive belt, 
setting up a fast cutting action and 
greater chip clearance maintaining 
clean, cool, cutting efficiency. Ser- 
rated contact belt absorbs the fric- 
tion against steel platen and leaves 
the abrasive belt free to do its abra- 
Sive job. 

For More Details Circle No. 7—Page 281 


Air Filter: Engman Mfg. Co., 
1317-19 Locust, Des Moines, Iowa— 
Fully automatic air filter weighs 28 
oz and is equipped with an automatic 
discharge to eliminate hand draining. 
The filter is said to offer positive pre- 
vention against water, grit, scale and 
sludge in air for air-operated tools. 
Each filter is stamped with its recom- 
mended capacity in cubic feet per 
minute at 100-lb pressure. Under 
normal conditions, no maintenance is 
required, 

For More Details Circle No. 8—Page 281 


Sonic Analyzer: Kinetic Instro- 
ment Co., 325u Skokie Valley Rad., 
Highland Park, Ill.—Sonic analyzer 
is for nondestructive testing of solid 
and visco-elastic materials. It meas- 
ures effects of natural or induced 
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deterioration, flaws or inclusions or 
product uniformity. It is designed 
for laboratory use, field testing or 
production quality control. The unit 
permits sonic testing of metals, plas- 


tics, brick, carbon, graphite, ad- 
hesives, abrasive wheels, wood and 
glass. It meets ASTM specifica- 


tions for testing concrete. 
For More Details Circle No. 9—Page 281 


Safety Crane Hook: walpole Co., 
419 Boylston St., Boston 6, Mass.- 
Positive locking safety crane hook 
completely encloses sling at all times. 
Pressure of sling forces the open side 
of body to close completely, with a 


For More Details on These Items 
Use Reply Card—Page 281 





spring loaded safety catch making a 
positive lock at the neck. Under fac- 
tory tests, the hook could not be 
opened in use, even under swinging 
loads, according to the manufacturer; 





Sprue Former Makes 


SPRUE FORMER made of rub- 
ber is said to increase production 
by eliminating manual cutting of 
sprues. Scrap caused by loose 
sand washed down the sprue into 
the mold cavity is avoided. The 
device is self-releasing and can 
be removed rapidly. It automat- 
ically forms the pouring basin 
and downsprue by compression. 
When compressed, the unit 
vides 360-degree expan- 

bottom, it is 
release of the 


pro- 
uniform 
sion from top to 
claimed. Upon 








Sprues Automatically 


pressure, it returns to 


its orig- 
inal size and shape, thus provid- 


ing a downsprue with a hard, 
smooth surface. Using the device 
involves tapping the pattern at 
the desired sprue location and in- 
serting a 4% x 1-in. steel pin. The 
device is placed on the pin, and 
the mold is made. Standard 
lengths available are 4% and 6% 
of the 
former is Keson Industries, P. O. 
Box 11, Berwyn, Ill. 

Fo: More Details Circle No. 10—Page 281 


in, Manufacturer sprue 
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because it is sci- 
entifically heat- 
treated, then 
drawn to precise tolerances. 
Thanks to its durability, TRU- 
STEEL saves you money. 


TRU-STEEL will 
not break into 
fines that cause 
wear of machine * 
parts. Cutting 
down-time and parts replace- 
ment, TRU-STEEL saves you 
money. 






Controlled chem- , 
istry and careful ; 
control checks 
give TRU-STEEL * 
the exact hard- 
ness for fast, thorough cleaning. 
Speeding production, TRU- 
STEEL saves you money. 





In sizes most j 
popular for blast 
cleaning, TRU- \ 
STEEL costs less ~ 
than any other 
steel shot of comparable analysis 
and heat treatment! In purchase 
price, in performance cost, TRU- 
STEEL saves you money. 


For full information and prices, write to: 


STEEL SHOT PRODUCERS, 
INC. 


BUTLER, PA. 


Subsidiary of Pittsburgh Crushed Steel Co., 
Pittsburgh, Pa. 
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a 3-ton and 10-ton size are available, 
both guaranteed with a safety factor 


of 4. 
For More Details Circle No. 11—Page 281 


Reverberatory Furnaces: Jonns- 
ton Mfg. Co., 2825 East Hennepin 
Ave., Minneapolis 13, Minn.—New 
line of reverberatory furnaces offers 
capacities ranging from 400 to 2000 
lb per hour. All metal parts ex- 
posed to direct flame or radiation 











Temperatures are 
automatically in_ the 
holding chambers. 
Linings are reported to be of high 
quality refractory brick. 

For More Details Circle No. 12—Page 281 


are of cast iron. 
controlled 
breakdown and 


Air Control Valves: Logansport 
Machine Co., Logansport, Ind. 
Three air control valves have been 
added to company’s line. One is a 
solenoid bleeder, air cylinder actu- 
ated, two- or three-way valve, side or 
base mounting, for electrical pushbut- 
ton, limit switch, timer, etc., control 
of bleeder and pilot-operated master 
valves. Another model has same fea- 
tures except it has two exhaust open- 
ings which permit bleeding both ends 
of master valve alternately.Third mo- 
del is a four-way, two-position valve 
designed for side or base mounting 
and is’ electric pushbutton, limit 
switch, timer, etc., controlled for op- 
erating double-acting air cylinders. 
For More Details Circle No. 13—Page 281 


Sandpaper: Minnesota Mining 
& Mfg. Co., 900 Fauquier St., St. 
Paul 6, Minn.—Mesh-type, water- 
proof, coated abrasive resists filling 
and loading and is composed of a 
cloth mesh coated on both sides with 
mineral grains bonded to cloth with 
a heat-resistant, waterproof resin. 
Aluminum oxide or silicon carbide 
mineral coatings are available for 
either wet or dry sanding, by hand 
or machine. Grits from 100 to 400 
can be supplied. Roll sizes run to 


21, in. wide. Disc sizes include up 


For the Facts 
and the Figures 


isk Belmont! 











There’s more to metals than 
the “making”, There are con- 
stantly changing markets and 
prices, constantly changing tech- 
niques and procedures—all of 
which function in intelligent 
metals buying and selling. Bel- 
mont’s Monthly Letters, Metals 
Bulletins and Historical Blotter 
Series keep you up-to-date on all 
of these variables. They’re our 
contribution to better business 
through better information. 


They’re yours for the asking. 
Better write Belmont today! 





“Putting Mettle into Metals since 1896” 


Belmont— 


SMELTING & REFINING WORKS, INC. 


302 BELMONT AVENUE * BROOKLYN 7. NEW YORK 
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HERE ARE QUICK REVIEWS OF NEW LITERATURE—avail- 
"idea" and reference information. 


Readers in the United States and Canada may obtain copies 
by using the attached cards, Readers in foreign countries 
should write direct to the manufacturer offering literature. 


81. Core and Mold Ovens 


Carl Mayer Corp., 3030 Euclid Ave., 
Cleveland 15, O.—Bulletin 53CM il- 
lustrates core and mold oven instal- 
lations throughout the country. Dia- 
grams, construction features, operat- 
ing principles and advantages of 
rack, car, vertical, horizontal mono- 
rail, rolling drawer, portable and spe- 
cial ovens, ingot mold dryers and 
heat treating furnaces are included. 





82. Snagging Wheels 

yardner Machine Co., Beloit, Wis. 

Bulletin describes made-to-order 
service of manufacturing resinoid- 
bonded snagging wheels tailored to 
individual jobs. Application deter- 
mines the wheel to be used, and 
wheel for that job is made only after 
development of a specification for a 
particular need. 


SEES occa sei 


83. Turbo-Compressors 

Spencer Turbine Co., Hartford 6, 
{ Conn.—Bulletin 126-A covers con- 
struction features, design data, pres- 
sure ratings and applications of line 
of centrifugal type turbo-compressors 
for use for oil and gas fired equip- 
ment, cupolas and special uses where 
high volume and low pressure air is 
required. 


- 


84. Cupolas and Chargers 
Modern Equipment Co., 300 Spring- 
er Ave., Port Washington, Wis.— 
Functional drawings, application 
photographs, specifications, lining re- 
_ Fitesiisscey and other engineering in- 
formation on cupolas, ladles, fore- 
i hearths, cupola chargers, charging 
buckets, weigh hoppers and cranes 
are found in bulletin 147-A. 


85. Flexible Hose 

Flexaust Co., Division of Callahan 
Zinc-Lead Co., 100 Park Ave., New 
FYork 17, N. Y.—Bulletins 40, 41, 42, 
| 43 and 44 are available as a set and 
; contain general information, acces- 
| sories, installation, application, fric- 
| ti n loss and other data on flexible 


hose for use in dust and fume con- 
trol, air conditioning and materials 
handling. 


86. Liquid Blast Cleaning 

Pangborn Corp., 1400 
Blvd., Hagerstown, Md.—Bulletin 
1403 contains photographs, detailed 
crawings, dimensions, sizes and fea- 
tures of several models of liquid 
blast cleaning equipment for use in 
deburring, surface finishing or sur- 
face preparation for coating, die and 
mold maintenance and general main- 
tenance. 


Pangborn 


87. Induction Furnaces 

Ajax Electrothermic Corp., Ajax 
Park, Trenton 8, N. J.—Converter 
type induction furnaces are covered 
in bulletin 14-B. Basic advantages 
of induction melting are listed along 
with a table of melting performances 


for various metals and dimensioned 
drawings of furnaces with varying 
capacities. 


88. Shell Machine 

C & S Products Co., 14841 Meyers 
Rd., Detroit 27, Mich.—Bulletin CS- 
15 contains specifications and _ illus- 
trations of the operating cycle of an 
automatic, two-station rotary-operat- 
ed shell machine that can blow shell 
molds or shell cores at the rate of 
about every 20 seconds 


one 


89. Air-Line Lubricators 

Ingersoll-Rand, 11 Broadway, New 
York 4, N. Y.—Form 4169 describes 
air-line lubricators for use with the 
smallest hand-held air tools to the 
largest type drills. Table is provid- 
ed to help the user select the proper 
lubricator for his machine 


size or 


unit. 


90. Cast Iron Pots 
ACF Industries Inc., 
Products Divisio 30 
New York 8, N. Y.—Folder lists sizes 
and shapes of standard nickel- 


Industr 
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tisement and literature descriptions. 


SUBSCRIBERS IN FOREIGN COUNTRIES—pliease note: 

j We regret that owing to postal and mechanical probleme over which we have no control, we are able 
to process literature requests mailed in the United States and Canada only until further notice. — 
gest that you write direct to the manufacturer for prodect information at the addresses given in adver- 
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chromium cast iron melting or hold- 


ing pots for applications in alumi- 
num foundries, die casting plants 
and smelting operations. Special 


sizes available. 


and shapes also are 


91. Pressure Gage 

W. C. Dillon & Co., 14620 Keswick 
St., Van Nuys, Calif.—Bulletin PG-4 
general information and ap- 
plication photographs of compact in- 


offers 


trument designed to measure me- 
chanical pressures or compressive 
loads in limited space. Instrument 
can be used alone or can be incor- 


porated directly into special testing 


machines. 


92. Electric Hoists 


Manning, Maxwell & Moore Inc., 
Shaw-Box Crane & Hoist Division, 
Muskegon, Mich.—Bulletin 410 de- 


scribes series of two-speed push-but- 
ontrol electric hoists in capaci- 
t 
yy 


ties from 


ton < 


14-ton up that are report- 


edly ideal for accurate handling to 
set cores, draw patterns and close 
flasks 


93. Speed Variator 

Cleveland Worm & Gear Co., 3249 
East 80th St., Cleveland 4, O.—De- 
scriptions, dimensions and 
other engineering data on line of 
drives that provide infinitely vari- 


ratings, 


able output speed over a range up to 
°:1 from aé constant-speed power 
source are contained in bulletin K- 
200. 


94. Heat Treating 


Ipsen Industries Inc., 715 South 
Main St., Rockford, Ill.—Bulletin T- 
10 includes descriptive drawings, 
photographs and text covering op- 


eration and specification of series of 


heat treating units with controlled 
atmosphere cooling. 
95. Shell Mold Resin 

Reichhold Chemicals Inc., 525 


North Broadway, White Plains, N. Y. 

Technical bulletin F-6 presents the 
composition and advan- 
tages of using a liquid, water-soluble 
blowing shell 


discusses 


phenolic resin for 


molds. 


96. Aluminum Alloy 
William F. Jobbins Inc., P. O. Box 
230, Aurora, Ill.—Physical proper- 
composition, specifications and 
a high-purity virgin 
the aluminum- 
contained in bul- 


pplications for 
aluminum alloy 
magnesium t 


type are 
letin 354. 


97. Roof Ventilators 


Hartzell Propeller Fan Co., 


of 


Piqua, 


O.—Dimensions, specifications and 
performance data on line of roof 
ventilators are found in catalog 
A-112. 
98. Fire Brick 

North American Refractories Co., 
Cleveland 14, O.—Bulletin 101C out- 


lines applications and uses for three 


929 
“oe 


brands of super duty fire brick en- 
gineered to resist a combination of 
severe conditions found at high tem- 
peratures. 


99. Dock Levelers 

Wayne Pump Co., Industrial Di- 
vision, Ft. Wayne, Ind.—Form WI- 
017 presents schematic drawings and 
application photographs of dock ley- 
elers engineered to speed loading 
and unloading operations, increas 
volume per man hour, eliminate har 
dling and reloading and prevent 
cidents and injuries at the loading 
platform, 


100. Vibrating Screens 

Deister Machine Co., 1933 East 
Wayne St., Fort Wayne 4, Ind 
Bulletin 54 illustrates and describes 
a heavy-duty vibrating screen fea- 
turing positive, opposed 
throw action to control movement of 
material on the screen and increase 
efficiency in sizing. 


elliptical 


101. Materials Handling 
Cleveland Tramrail Division, Cleve- 
land Crane & Engineering Co., 8086 


East 289th St., Wickliffe, O.—Ad- | 
vantages, design features, engineer- | 


ing and application data on line of 
overhead materials handling equip- 
ment are included in booklet 2008. 


102. Air Compressors 

Joy Mfg. Co., Henry W. Olive 
Blvd., Pittsburgh 22, Pa.—Bulletir 
A62 contains cut-away cross-section 
al drawings, engineering data, de- 
sign features and specifications on] 


several types of air compressors an 
accessories. 
103. Annealing Pots 

Decatur Foundry Inc., P. O. Box 


1344, Decatur, Ill.—TIllustrated folder | 
contains information on styles an 
sizes of annealing pots available 
use in malleable foundries. A variet 
of sizes and capacities can be su} 


plied. ’ 


104. Heat Equipment 

Thermal Research & Engineeri! 
Corp., Conshohocken, Pa.—-Special j 
ized heat equipment, including 1 
heaters, using gas, oil or combi 
tion gas and oil burners are illustrat 
ed and described in bulletin 108 


105. Ball Bearing Trolleys 


Link-Belt Co., 307 N. Michi 
Ave., Chicago 1, Ill —Catalog 2536" 
contains dimension and applicatio! 


data along with pictures and descrij 
tions of line of ball bearing trolle} 
9 ' 
for overhead conveyors. ; 


106. Foundry Ovens 
Despatch Oven Co., 619 South Eas! 


t 





Highth St., Minneapolis 14, Minn 
Charts, engineering data, descrip- 
tions and illustrations of line 0! 


foundry ovens of varying design ar 
contained in bulletin 40. 
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Core Hardness 


U.S. Pat. F 
2,620,654 & 


Gordon { Campbell 


CORE HARDNESS 
TESTER 





Why take chances with questionable 
cores? With this simple tester you ob- 
tain the true hardness value by measur- 
ing a definite depth of penetration of 
a spring-loaded abrading point. The 
hardness value is read direct on the 
graduated dial—no computation. 

The Gordon-Campbell sand testing 
units offer the latest improvements for 
checking these critical properties of 
sand mixtures: clay content, permea- 
bility, bond strength, moisture, core 
hardness, and core strength. The tests 
are quick, and no calculations are re- 
quired. They offer the simplest ap- 
proach to sand control. 

Write for full particulars on Gordon- 
Campbell sand control units. Savings 
in scrap losses will pay for these testing 
units. 


All Gordon-Campbell sand testing units 
are designed to conform with the recom- 
mendations of the Committee on Foundry 
Sand Research of the American Foundry- 
men's Society. 


FREE 10 any 


FOUNDRY MAN 


Write for this booklet. 
It explains foundry 
sand control and how 
to reduce scrap losses. 
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$+ SERVICE; 3% 
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CLAUD S. GORDON CO. 


Manufacturers & Distributors 
Metallurgical Testing Machines « Industrial Furnaces 
& Ovens + Temperature Control Instruments «+ Ther- 

mocouples & Accessories 


607 West 30th Street, Chicago 16, Illinois 
2027 Hamilton Avenue, Cleveland 14, Ohio 
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to 18 in. diam, and standard sheet 
sizes are 9 x 11, 3 x 8, and 3 and 
32/3 x 9 in. Other sheet sizes on 
request. 


For More Details Circle No. 14—Page 281 


Hand Torch: Maxon Premix 
Burner Co., Muncie, Ind.—Light- 
weight, portable, gas-fired hand torch 
is designed for use in skin drying 
sand molds and can be used on large 
floor molds by working inside the 


mold or turning it on its side for ac- 





cessibility. Torch can be used also 
to dry or preheat ladles, preheat dies 
and in core pasting. Available in three 
styles for use with either low or high 
pressure gas, the torch weighs 9 Ib. 
Compressed air in the range of 5 to 
60 Ib. required for 
with low-pressure gas, and air con- 
sumption runs from 2 to 3 cfm. Heat 
release from the low pressure type 
ranges from 210,000 to 500,000 Btu 
per hour. 

For More Details Circle No. 15—Page 281 


pressure is use 


Tractor Shovel: = Construction 
Machinery Division, 
ment Co., 
Features of a 


Clark Equip- 
3enton Harbor, Mich. 
15-cu-ft tractor shovel 





for in-plant handling of bulk mate- 


power-shift transmis- 
torque with 3 to 1 
multiplication, planetary 
wheel axle and low-level bucket ac- 
tion. Transmission, torque convert- 
er, starting distributor 
generator are sealed, and filters are 


rials include 


sion, converter 


torque 


motor, and 
provided for transmission, torque 
converter and engine lube oil. De- 
signed to facilitate movement in and 
and along narrow 


out of boxcars 





STUCK LATELY? 
yy 






\ Guess I'll have 
to start bangin’ 
mg i the bins again! 


Don’t mister. A 
hammer is the old- 
fashioned and cost- 
ly way to do it. Use 
a CLEVELAND 
ATR OR ELEC- 
TRIC VIBRATOR 








VIBRATOR 














instead. It’s much 
cheaper. 
j. — 





Literature on request. 


IBRATOR 


COMPANY 


2788 Clinton Ave. - Cleveland 13, Ohio 
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NIAYITOIN/AYE 


HYDRO-FILTER 


grep 


INJANTIOIN/ANE, 


HYDRO-FILTER 


2) 


Ds dust here! 


I 


Unique turbulent area assures 
positive dust collection at constant 
efficiency ... to the micron range 


Here is the “heart” of the Hydro-Filter prin- 
ciple of dust separation. This violently turbulent 
area of water, bubbles and mist is produced by 
the countercurrent action of air against water. 
Constant long contact between the air being 
cleaned and the water which is doing the clean- 
ing produces a scrubbing action which is posi- 
tive, thorough and unaffected by variation in 
volume and velocity of flow. Dust is entrained 
by any, or all, of three means: (1) Entrapment 
within falling water droplets; (2) Impingement 
on bubble surfaces; (3) Impingement on wetted 
surface of glass spheres. 

As the photo indicates, the entire collection 
area is continually flushed. There are no dead 
areas to corrode or erode. No moving parts to 
“load up” and reduce efficiency. Maintenance is 
a matter of minutes a month. Collection of dust 
to micron size is continuous and sludge removal 
automatic with the National Hydro-Filter. 


Write for Bulletin 55... 


See why and how separating efficiencies of up 
to 98.9% on foundry shakeout dust are possible 
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practical—and continuous with Hydro-Filter! Romy f} S 







Dust Collector Corp. 


sn : 


600 Machinery Hall Bldg., Chicago 6, Illinois 


Subsidiary of National Engineering Company, Manufacturer of Simpson Mix-Mullers. 


aisles, the unit is 4 ft, 2 in. wide. 
The bucket will handle 1500 lb at 
5.6 mph. It tips back 38 degrees 
at a carrying height of 4 in. and 
48.5 degrees at the 5-ft maximum 
dumping height. The machine weighs 
6250 lb and is available with either 
a 4-cylinder, 36-hp gasoline or 42-hp 


diesel engine. 
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Thermocouple Tester: Robert- 
shaw-Fulton Controls Co., Robert- 
shaw-Thermostat Division, Young- 
wood, Pa.—Combination thermocouple 





and temperature tester is designed for 
checking the milli-voltage output of 
thermocouples in both open and 
closed circuits, from 0-€0 and 0-100 
in either single or multiple installa- 
tions. Temperatures of ovens, dryers, 
heaters, and heat treating installa- 
tions up to 650° F also can be 
checked. The tester is said to com- 
pensate automatically for changes in 
ambient temperature. 
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Dual Lift Platform: yale «& 
Towne Mfg. Co., 11000 Roosevelt Blvd., 
Philadelphia 15, Pa. Special dual 
lift platform truck is fitted with two 
independently operating platforms 
which can be separated to a maxi- 
mum vertical distance of 62 in. Up- 
per platform fits over the lower one 
in its lowered position, giving the ap- 
pearance of a _ single’ platform 
lift truck. Platform dimensions 
are: Upper, 69 x 24 in. and low- 
er, 53 x 214% in. Upper platform pro- 
vides a free lift of 35 in. with a maxi- 
mum of 69, while the lower can lift 
a skid 4% in. Over-all height is 60 
in. Each platform can handle a 2000- 
lb load. 
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Generators: New Rochelle Tool 
Corp., 322 Main St., New Rochelle, 
N. Y.—High-frequency generators fo! 
induction and dielectric heating have 
cubicles 26 in. wide that open on two 
or three sides for servicing. Motor 
generators provide frequencies’ to 
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70 Years of Achievement 


Testing finishes for durability, under all weather 
conditions, has changed considerably in the past 70 
years at TOUSEY. At one time rows.of sample panels 
were exposed to the elements for weeks, even months, 


before formulas were released for production. 


Today, at TOUSEY machines that simulate extreme 
weather conditions accomplish this same process in a 
matter of hours. For the finest in finishes, produced 


under the most exacting conditions, specify TOUSEY. 


If you have a finishing problem, write today 


perhaps we can offer helpful suggestions. 


4 7/11\\\\ 
EF BURACOTE for DURABILITY 


meSEY VARNISH CO. 


520 W. 25th ST., CHICAGO | 


V 


September 195&5 









— i's the Reliability of 








THAT ASSURES MORE PRODUCTION - 
LESS “DOWN TIME” - UNIFORM RESULTS 
-  « FEWER REJECTS - 


Mr. E. W. Krueger, Operations Mana- 
ger of Cleveland Pneumatic Tool Co., 
says, “The uniformity of temperature 
in our Hevi Duty Pit Type Furnaces 
allows us to heat treat large air-craft 
forgings at heats and speeds adequate 
to meet the most exacting require- 
ments.” 


These special pit type furnaces with a work space of 48” 

dia. x 156” deep are typical of furnaces designed and built 
by Hevi Duty Electric Company to solve unusual heat 
treating problems. 

The Hevi Duty return bend type heating elements are zoned 
to provide uniform temperatures in the entire depth of the 
work chamber. For more information on how Hevi Duty 

Pit Type Furnaces can help you... 


Write for Bulletin HD-451 





HEVI DUTY ELECTRIC COMPANY 


HEAT TREATING FURNACES HEVIEeDUTY ELECTRIC EXCLUSIVELY 
DRY TYPE TRANSFORMERS — CONSTANT CURRENT REGULATORS 
MILWAUKEE 1, WISCONSIN 











9600 cycles per second and vacuum 
tubes for 450 ke to 40 ke. Standard 
units include 30, 50 and 100 kw mo- 
tor generator units. All designs con- 
form to NEMA and AIEE standards. 
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Masonry Saw: Robert G. Evans 
Co., 7204 Wyandotte, Kansas City 14, 
Mo.—F ull size masonry saw features 
dual voltage switch to convert in- 











stantly its 1%-hp, totally enclosed 
motor from 110 to 220 volts. Saw 
is available as a wet or dry cutting 
unit. A wet cut kit converts the dry 
saw to full wet cutting. An angle- 
set mechanism permits operator to 
angle the cutting head from any size 
material for any kind of cut, Cutting 
head is removable for portability. 
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Storage Racks: Palmer Shile Co., 
16033 Fullerton, Detroit 27, Mich. 
Adjustable storage racks feature 
double slots set at an angle on the 








vertical uprights to provide rigidit 
and prevent swaying. Adjustable 
members may be removed by hand 
and placed at any desired level. Com- 
plete tiering range is possible, using 
racks in single, double or multiple 
sections. Units are made to cus 
tomer’s specifications. 
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Hard-Facing Wire: stoody Co 
Slauson Ave. at Sorenson, Whittie1 
Calif.—Tubular fabricated alloy wire: 
designed for open arc applicatio! 
through standard semiautomati: 
welders require no flux and offer th: 
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versatility of manual welding with 
the control of the full automatic. A 
50 per cent high-chromium hard-fac- 
ing alloy, a 20 per cent alloy for 
hard-facing and a Hadfield nickel- 
manganese for build-up of manganese 
steel parts are available. As wires 
are bare, they are about 90 per cent 
efficient with no slag removal prob- 
lem, according to manufacturer. 
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Ladder-Level; H-B Industries 
Inc., 1401 Middle Harbor Rd., Oak- 
land, Calif.—Safety device to elim- 
inate most of the accidents common- 
ly associated with use of ladders 
can be attached to any ladder. Its 
self-adjusting legs adapt themselves 
to any terrain and permit the ladder 
to stand upright. Slipping is pre- 
vented by nonskid, swiveling feet. 








When user puts his feet on first 
rung, the mechanism locks automati- 
cally and can be unlocked only by 
hand. 
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Combustion Safeguard: wheei- 
co Instruments’ Division, Barber- 
Colman Co., Rockford, Ill.—Combus- 
tion safeguards are manufactured in 
two series, one based on the flame 
rectification principle, the other on 
use of a lead sulphide cell responsive 
to infrared as a detection element. 
All models are housed in cabinets 
and incorporate a plug-in type chas- 
sis. Features include a safety-type 
terminal strip, convenient checking 
strips, standard electronic tubes and 
heavy-duty construction, All con- 
ventional-type sensing systems are 
used in conjunction with the units. 
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Microscope: William J. Hacker 
& Co., 82 Beaver St., New York 6, 
N. Y.—Incident light microscope re- 
portedly enables user to inspect sur- 
face and structure of metals, minerals, 
textiles or other materials. Optics 
are twin objective with swing-out 


September 1955 






























































































































































While we have just about every 
size and type of chaplet you 
can think of, there is a possi- 
bility that we don't have the 
exact type you require. In that 
case, we can design and de- 
velop just the chaplet to suit 

your requirements! We have 
all sorts of working samples available, and are always ready to 
ship them in a hurry to those who wish to try them. 






elltatetatatetettitns tttttat tet ti titetiy, 


Les ye 


A DUCT DDO LOU TDL OUUUU ODDO UDO is 






A FEW OF OUR SPECIALTIES 


® RADIATOR CHAPLETS 

® SHOULDER CHAPLETS 

@ BOILER CHAPLETS 

e@ DOUBLE HEAD CHAPLETS 
@ MOTOR CHAPLETS 


Regular or Extended Stems 


® TIN TUBES 
@ CHAPLET NAILS 


Plain, Nicked or Barbed 
® SKIM GATES 
® CORE WIRES 
® CORE TINS & SHIMS 
® TAPER DRIVE PLUGS 


Crescent FUSETITE CHAPLETS are accurately made of 
proper analysis materials for the fusing-in process. We 
have been devising and supplying chaplets since 1889, 
and our stocks are amazingly ample and varied. We 
originated Radiator, Shoulder, Double Head and Motor 
Chaplets, and if necessary, we can originate Special Chap- 
lets for YOU. 


WRITE FOR SAMPLES AND PRICE LIST 


* 












CRESCENT BRASS & PIN CO. 


5766 TRUMBULL AVE. DETROIT 8, MICHIGAN 
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Modern 


Installations 


CUT 
COSTS 


at these 








$60.00 A DAY is saved with this new Model "40-60" Speedmullor-Preparator Unit at the 


Foundries! 


nine-molder Kelly Foundry & Machine Company, Elkins, West Virginia. With this low-cost 
unit, one man handles all the shakeout sand, delivers it to the Preparator, thoroughly 
conditions and mulls it in the unit, and returns the mulled sand to the molding floors. In 


addition to direct labor savings in the foundry, cleaning room costs are lower, casting losses 
are reduced, and the foundry has the advantage of better castings and a controlled 
operation. The unit is paying for itself in less than a year. For full data write to Beardsley & 
Piper, 2424 N. Cicero Ave., Chicago 39, Ill. 





AN AUTOMATIC FLASK EQUALIZER and clamp and draw ar- 
rangement allows fast clamping of molds of various heights and 
automatically compensates for mold height irregularities on this J&J 
920 Rol-A-Draw at Service Foundry of New Orleans. The Rol-A-Draw 
is part of a fast Slinger-Rotomold Unit that handles the foundry’'s 
jobbing work on a production basis. For the full story of Service 
Foundry write to Beardsley & Piper, 2424 N. Cicero Ave., Chicago 39, Ill. 
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ONE MAN operating two Model ''60"" Speedmullors mulls over 500 
tons of all-purpose synthetic molding sand daily for the high produc- 
tion molding operation at the Lufkin Foundry & Machine Company 
of Lufkin, Texas. One minute mulling cycles are ample to obtain the 
high sand physical properties required to meet Lufkin’s exacting 
specifications. For full information write to Beardsley & Piper, 2424 
N. Cicero Ave., Chicago 39, Ill. 
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DIBERT, BANCROFT & ROSS CO., LTD. of New Orleans, one of 
the leading steel foundries of the South, uses a Stationary Sand- 
slinger to ram a wide variety of jobbing work. This slinger with 
raising and lowering arms easily handles molds of various heights. 
The work is greatly speeded and molds are rammed truer-to-pattern 
than by other molding methods. Full information may be obtained 
by writing to Beardsley & Piper, 2424 No. Cicero Ave., Chicago 39, Ill. 
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A MODEL "60" SPEEDMULLOR at the Texas Foundries, Lufkin, 
Texas, mulls the oil bonded core sand for this malleable foundry’s 
modern core room. The sand is thoroughly mulled to exacting speci- 
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(Advertisement) 


FOUR CHAMPION CORE BLOWERS in the core room of Texas 
Foundries, Inc., at Lufkin, Texas are doing a real job. There, in the 
largest Malleable Foundry in the South, Champion Flexiblos have 
proved valuable because of their outstanding ability to handle a 
wide range of different jobs and all types of core boxes... 
cally-split, horizontally-split or open-face. For the latest information 
write to Beardsley & Piper, 2424 N. Cicero Ave., Chicago 39, Ill. 


verti- 
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fications in one-and-a-half minute total mullling cycles. Loading is 
conveniently accomplished by Speedmullor Skiphoist. Beardsley & 
Piper, 2424 N. Cicero Ave., Chicago 39, Ill. will provide full data. 
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ON TROLLEY CONVEYORS 


Write for your copy to- 
day. Of special interest 
to production officials, 
this book shows latest de- 
velopments and applica- 
tion of Trolley Conveyors. 
Profusely illustrated, an 
informative catalog. 
Whether or not you con- 
template using Trolley 
Conveyors at this time, 





you will wish to have this book in your files. 
Write today for your copy—no obligation. 


LOGAN CO., 580 CABEL ST., LOUISVILLE 6, KY. 


OG. Conveyous 


element, initial magnifications 5X and 
10X. Huyghenian eye piece of 5, 10 
or 15X or a measuring eye piece of 
10X can be supplied. Built-on adjust- 
able low voltage lamp with 6-v bulb 
provides illumination. Unit can be 
used with 110 or 220 v current. 
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Imprinted Towels: —naustrial 
Wiping Cloth Co., 29-28 51st Ave., 
Long Island City 1, N. Y.—Safety 
slogans imprinted on company’s shop 
towels serve as constant reminders 
in promoting safety at the workman 
level. Towels have smoothly bound 
edges that reportedly cannot fray. 
They are said to be of even weave 
and uniform size with high absorb- 
ency quality. Towels are_ rented 
from industrial launderers. 
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Hose Clamp: Circle Clamp Corp., 
39 Broadway, New York 16, N. Y.— 
General-purpose hose clamp reported- 
ly can be fixed in place in three sec- 
onds with ordinary pincers. Simpli- 
fied application of one-piece clamp is 





said to save on both clamping time 
and costs. Clamp is rounded with 
U-shaped folds or lugs. Smaller size 
clamps have two lugs, the larger 
ones three. Device is slipped on hose 
or part and crimped in place by 
squeezing parallel sides of the lugs. 
Clamps are made from various fer- 
rous and nonferrous metals in 20 
sizes ranging from % in. ID to 2% 
in. ID. Larger sizes are produced on 
request. 

For More Details Circle No. 27—Page 281 


Movable Fire Wall: — Building 
Panel Division, Detroit Steel Prod- 
ucts Co., 3533 Griffin St., Detroit 11, 
Mich. — Light-gage steel, movable 
wall for use as an interior partition 
has an approved 2 hour and 35. min- 
ute fire rating. Wall can be moved 
and set up in new plant locations to 
permit rearrangement of assembly 
lines, machinery and equipment. Wall 
is made of 19-gage steel panels with 
4-in. incombustible gypsum board core. 
Panels, 2 ft wide and up to 30 ft 
long, allow fast disassembly. When 
assembled the wall presents a 514-in,- 
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thick curtain fire barrier. Paint can 
be added directly to the wall if de- 
sired. 
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Air Filter: A. Schrader’s Son, 
Division Scovill Mfg. Co., 470 Van- 
derbilt Ave., Brooklyn 38, N. Y. 





Combination air filter, regulator and 
lubricator for air-operated tool is 
fully automatic and can be cleaned 
and serviced without removal from 
the pipe line. It features a large- 
area sintered bronze filter, baffle 
plate and draincock for blowing out 
water and accumulated foreign mat- 
ter. Turning the regulator handle 
adjusts the air flow from 250 psi 
inlet pressures down to 5 to 125 psi. 
A vibration-proof adjustment thumb 
Wheel on the lubricator unit regu- 
lates oil flow from a steady flow 
down to intermittent drops, as need- 
ed. A “sight feed’’ permits users to 
see that oil is flowing in desired 
quantities. Unit is available in three 
sizes, 4, % and \%-in. N. P. threads. 
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Oxy-Acetylene Torches: = Mar- 
quette Mfg. Co., 307 East Hennipin 
Ave., Minneapolis, Minn.—Oxy-acety- 





lene torches for heavy, medium and 
light duty are said to have these ad- 
vantages to make torch operation 
easier: Aluminum  handles’_ reduce 
weight by one-third; stainless steel 
torch head keeps handle cool by 
blocking heat generated in the tip; 
precision ground, stainless _ steel 
needle valves with spring loaded tele- 
scoping valve heads control gas flow 
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Guybley PERMANENT RECORDS 


OF SAND MOISTURE 
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~ 
There’s a model for either \ 
circular or strip chart / 


% recording. , 


— 


With the 


DIETERT-DETROIT 









No other single factor causes more variation in molding condi- 
tions and casting quality than fluctuations in the moisture 
content of molding sands. 


The MOIST RECORDER tests and records the moisture 
2 content of sand in bin, hopper or on a moving conveyor 
It doesn’t miss a batch. 





3 A continuous record gives your foundry an exact basis 
for correlating moisture variations with casting results. 


Signal lights automatically indicate if sand is running 
4 above or below the desired moisture content. Audible 
alarms may be employed if desired. f 


The DIETERT-DETROIT MOIST RECORDER utilizes 
5 the proven, reliable high frequency capacitance 

method of moisture measurement. The unit is 

self-contained, compact, easily installed 








So confident are we that you will be completely 
satisfied with the benefits obtained, that we offer 
the MOIST RECORDER on a 30-day trial basis. 
without obligation. 











ee ee ee ~T 

rN iad WwW HARRY W. DIETERT COMPANY F | 

. 9330 Roselawn, Detroit 4, Michigan | 

Rush me details on the Moist Recorder and your 30-day trial offer. 

co. | 

Name — | 

Control _ it | 
Address cana A — | 

EQUIPMENT J oot ! 








and welding tips, and cutting assem- 
blies attach to handle with finger- 
twist pressure. 
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Vibrating Table: cleveland Vi- 
brator Co., 2828 Clinton Rd., Cleve- 
land 13, O.—Electrically-powered vi- 
brating table is incorporated into a 
roller conveyor system and used for 
compacting, settling and filling op- 
erations. Unit consists of two cam 
shaped weights attached on each end 
of an electric motor. As motor re- 
volves at top speed, the centrifugal 
force on the lop-sided weights vi- 


Sly Tumbling Mills clean automotive 
castings fast and at lower cost. 





brates table 3600 times per minute. 
Assembly is sealed against dirt and 
dust, and there are no belts, pulleys 
or reciprocating parts to wear out. 
Steel tables are made to order and 





te as 


castings cleaned RED‘ HOT 


cleaning costs slashed! 


With Sly Tumbling Mills, operators are cleaning castings right out 
of the shakeout, without worry about temperature — and, at the 


can do this. 


same time, reducing costs up to 75%. No other cleaning method 


Today, due to the increasing use of shell molded castings and other 


methods, 


castings are much cleaner than formerly. Foundry 


executives are way ahead cost-wise by using Sly Tumbling Mills 


instead of expensive blast cleaning equipment. 


They find big 


savings, too, in the complete cleaning that results. 


Sly Tumbling Milis Bring All These Savings 


- Save 


Ciean thoroughly 


eliminating fins as they clean. 


hours and hours of grinding time by 


Clean all castings at once — no individual handling of pieces. 


castings where surfaces need improving. 


Permit use of unskilled labor during an evening shift or after shakeout, 
using the shakeout gang to load and unload mills. 


-—-—} Do a perfect job on shell molded 


These savings are important! May we send complete information? 


Manufacturers and Designers of: Dust Control Systems, Blast 


Cleaning Equipment, 


THE W. W. 


Tumbling: Mills, Industrial Ovens. 


MANUFACTURING CO. 








Atlanta 
Denver 





4753 TRAIN AVENUE ° 


los Angeles 


CLEVELAND 1, OHIO 


Birmingham © Buffalo @ Chicago @ Cincinnati 
Detroit © Houston © Indianapolis ©@ Jersey City 
@ Mexico City © Minneapolis @ New York 


Philadelphia © Rochester @ San Francisco @ St. Lovis ® Toronto 


| 


are available with steel or wood tops 
and either steel spring or sponge rub- 
ber inserts. 
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Sensitive Paint: TempilCorp., 132 
West 22nd St., New York 11, N. Y.— 
Temperature-sensitive paint under- 
goes color changes from mustard yel- 
low to maroon in five minutes at 
400° F. It has found an application 
on mixing tanks in steel plants in 
providing forewarning of the wearing 
down to thin layers of the fire brick 
lining. Paint is brushed or sprayed 
on the outside shell of mixer and 
allowed to dry. When the lining be- 
comes excessively worn, temperature 
rises, and the coating provides a 
warning by changing its color. Ma- 


terial is made with a silicone resin 
base for high-temperature service. 
Color transformation will develop 


slowly at lower temperatures, but no 
color change will take 
375° F, according to 


permanent 
place below 
manufacturer. 
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Safety Spectacles: watchemo- 
ket Optical Co., 232 West Exchange 
St., Providence 3, R. I.—Interchange- 
able lenses can be snapped into place 





without tools to permit safety spec- 


tacles to serve more than one pur- 
pose. Clear, light green, medium 
green, and gold lenses of shatter- 


proof methacrylate can be supplied. 
Lenses are curved and oversize for 
protection. Frame is curved to form- 
fit the forehead. Each pair of spec- 
tacles has its ieatherette case large 
enough to hold extra sets of lenses. 
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Motor Brake: Cleveland Elec- 
tric Motor Co., 5213 Chester Ave., 
Cleveland 3, O.—Mechanical motor 
brake is built into motor frame and 
enclosed in the housing. Cells and 
solenoids are eliminated. Brake al- 
lows for quick opening and avoids 
sudden impact on stopping. Tension 
springs can be adjusted for rapid or 
slow stops. Brake assembly is pro- 
vided with fans for temperature con- 
trol. 
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Thread Inserts: Heli-Coil Corp., 
Danbury, Conn.—-Company has added 
inserts for left-hand threads in sizes 
7/16-20 and 1/2-20 to its line of 47 
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annealing cycles 


































through 
A. P. GREEN 


Engineered 


REFRACTORY LININGS 


Malleable operators report easier controlled annealing 
cycles through the use of the proper combination 

of A. P. Green refractories. Efficient furnace operation 
means lower production costs and better control of the 
physical properties of the castings. It can only be 
achieved by a refractory enclosure which contributes 


Oil-fired annealing oven for malleable cast- 
ings. The flat suspended arch is KAST-O-LITE 
and the sidewalls are G-23 Insulating Firebrick. 





A. P. Green KAST-O-LITE insulating refractory 
castable was used throughout sidewalls and 
archgfor this pulverized coal-fired oven. 


The two ovens illustrated are typical examples of 

A. P. Green engineered refractory linings. One is a 
complete monolithic lining of A. P. Green KAST-O-LITE, 

a light weight castable refractory. The other is a 
combination lining—KAST-O-LITE arch and G-23 Insulating 
Firebrick sidewalls. Both have excellent performance 
records effecting improved product quality at reduced 


fuel costs. 


The A. P. Green Fire Brick Company Engineering 
Department will assist you with further information on the 
application of these materials to new units or the 
conversion of existing furnaces. Call your local 

A. P. Green distributor ... he’s listed in the yellow pages of 
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your telephone directory ...or write... 


A. P. GREEN FIRE BRICK COMPANY 
MEXICO, MISSOURI, U. S. A. 


PLANTS: Mex M ° Woodbridge, N. J ° Sulphur Springs 





REFRACTORY 
PRODUCTS 


Texa 













In Canada: 
A. P. GREEN FIRE BRICK CO., Ltd., TORONTO 15, ONTARIO 





IN THE PRINCIPAL CITIES OF THE WORLD 





| DISTRIBUTORS 
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Speciolly designed hopper bucket makes 
cupola lining more efficient. Bucket is 
placed on frame by use of a lift truck. 















Solve Your Material Handling 
Problems With PENN IRON 
SPECIAL EQUIPMENT 


In lining cupolas, Textile Machine Works foundry in Readiny, 
Pennsylvania, had difficulty handling the clay mix used with 
their Bondactor equipment. After a study of the problem, Penn 
Iron Works, Inc., designed, engineered and manufactured this 
special hopper bucket for maximum handling efficiency. 


Whatever the bulk-material handling problem in your plant, 
Penn Iron Works, Inc., will be glad to help with its solution. Our 
wide experience in designing and manufacturing all types of 
buckets and special handling equipment for foundries can help 
you cut costs... save time . . . increase efficiency. 


En For Further I nformation Write: 
PENN IRON WORKS, INC. 


READING, PENNSYLVANIA 
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sizes of inserts for right-hand 
threads. The inserts permit repair 
of lefthand threads in these two 
sizes in such equipment as grinding 
wheels, machine tools, vehicles, etc. 
Insertion involves three steps: Drill- 
ing out damaged threads, tapping 
new threads for the insert and in- 
stalling it. 

For More Details Circle No. 35—Page 281 


Portable Heater: American Air 
Filter Co., Louisville 8, Ky.—Low- 
priced, indirect-fired portable air 
heater is fired with ordinary fuel oil, 
but will burn gasoline just as effi- 
ciently when outdoor temperatures 
fall below the ‘‘firing range” of fuel 





oils. Heating capacity is manually 
controllable from 50,000 to 170,000 
Btu per hour. Heated ventilation air 
is discharged under pressure by a 
blower driven by an electric motor. 
Heater may be used indoors or out, 
and canvas ducts can be used to spot 
heat where desired. Like other heat- 
ers in the company’s line, it has an 
exhaust stack to permit venting of 
combustion products to the outdoors. 
For More Details Circle No. 36—Page 281 


Liquid-Tight Conduit: = Univer- 
sal Metal Hose Co., 2133 South 
Kedzie Ave., Chicago 23, Ill.—Flexi- 
ble-metal, electrical wiring conduit 
is fully enclosed in tough, waterproof, 
synthetic cover to provide complete 
protection against moisture, dirt, oil, 
fumes and chemicals. It is suited 
for applications requiring flexibility 
for connections in tight places, for 
connecting wires on machinery con- 
stantly operating in excessive oil or 
moisture and for applications of ex- 
treme vibration, according to the 
manufacturer. 

For More Details Circle No. 37—Page 281 


Floor Absorbent: waverly Pe- 
troleum Products Co., 1724 Chestnut 
St., Philadelphia 3, Pa.—All-purpose 
grease absorbent reportedly can be 
used in any plant that has to cope 
with oil or grease-soaked floors. Man- 
ufacturer says the compound will 
absorb solvents, water, water solut- 
tions, resins, waxes, paints, chemica's 
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AlRengineering at work 
REPORT No. 4240.70 





























Air Motor 
Takes “Backache” Out of Molding Job... 


CY A 3 


‘ay 


A large producer of aluminum parts had a number of 
strenuous jobs. One involved manually moving a four foot 
rack and pinion handle through a 200° arc to raise and 
lower a collapsible core in a book mold. 


AlRengineering was put to work. An Ingersoll-Rand Size 
55SO Air Motor was installed to operate the pinion. 
Production jumped from 180 to 220 pieces per day... 
workers no longer complained . . . and savings amounted 
to $3.10 a day. As a result, two more Air Motors were 
installed, with similar savings. 


You may be the man who brings production or maintenance 
savings into your plant. A look at I-R’s confidentia/ manual 
of reports on ‘‘AlRengineering at work’’ could point the 
way. Write on your company letterhead, and we'll arrange 
for you to see it. 





Air Motor raises and 
lowers collapsible 
core. Here the mold 
is open showing the 
core in “up’”’ position. 
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AlRengineering Manual 







Don’t miss over 100 
interesting case history 
applications of 
AlRengineering in this 
confidential manual 
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\ Precision Shell Molds 

















Increase your foundry production, reduce labor 
costs, sand handling, metal wastage and 
machining operations, and put precision shell 
molding on a push button production basis 
—with the new... 


SHELL-O-MATIC 
Automatic Shell Molding Machine 


A complete cycle from heating of pattern to 
inspection of finished precision shell takes less than 
70 seconds with this fully automatic machine. 
Unskilled personnel can easily handle its 

most simple operation and yet produce 50 or more 
completely cured shells per hour! Pattern 
changeover is a matter of minutes. 

Quickly installed—one electrical and one air 
connection and machine is ready for operation. 


Write, wire or phone for complete details showing 
how SHELL-O-MATIC can reduce costs and 
increase production in your foundry. 


SHELL-O-MATIC, INC. 


26-32 Avenue L, Newark 5,N. J. — Office 
146 Coit St., Irvington, N. J. = Manufacturing 
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and similar fluids and is equally ef- 
fective on wood, concrete, brick or 
steel floors. Material is nonabrasive 
and fireproof. 

For More Details Circle No. 38—Page 281 


Drum Attachment: Marvel In- 
dustries Inc., 2224 Cleveland St., 
Evanston, Ill.—Fork truck slide-on 
mounting for use with power truck 





attachment eliminates removing forks 
when handling drums. Fabricated to 
any size fork dimensions, the mount- 
ing can be made to accommodate from 
one to three units. Units can be 
spaced permanently for fixed diam- 
eter drums, or mounted to be adjust- 
able for drums of various diameters. 
Mounting is picked up like a pallet, 
by entering fork into slots. 

For More Details Circle No. 39—Page 281 


Air Blow Gun: Gilmour Mfg. Co., 
Somerset, Pa.—Pistol-grip, positive- 
control mechanism in air blow gun of- 
fers continuous scale, wide range 
flexibility of force, according to the 
manufacturer. A lock ring at rear 
of nozzle permits any desired air 
pressure indefinitely, even while the 





grasp is relaxed. Gun is made of non- 
corrosive, specially alloyed metal 
with precision tooled, leakproof, all 
brass valve arrangement. 

For More Details Circle No. 40—Page 281 


Fog Nozzles: Beta Fog Nozzle 
Inc., 309 Wells St., Greenfield, Mass. 

Fog nozzles for fixed fire protec- 
tion and other industrial applications 
employ two spiral turns. These pro- 
duce an inner and outer cone which 
results in a uniform coverage over a 
90-degree cone. It is claimed that 
particles in the spray smaller than 
the orifice will pass freely through 
the nozzle without clogging. Nozzles 
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are made with ‘%-in. male pipe 
thread in brass or stainless steel. 
Five models with flow rates from 50 
to 50 gpm are available. Over-all 
length is 2% in. 

For More Details Circle No. 41—Page 281 


Synchronous Motors: specialty 
Component Motor Dept., yeneral 
Electric Co., Schenectady 5, N. Y. 
New line of synchronous inductor mo- 
tors features slow-speed synchronous 
Gperation and instantaneous accelera- 
tion, deceleration and_ reversing. 
Units are available in torque ratings 
of 75- and 2-oz-in. at 60, 50 and 25 
cycles. Typical applications include 
recording devices, control and feed 
motors, etc. 

Fo; More Details Circle No. 42—Page 281 


Lamp Reflectors: syivania Elec- 
tric Products Inc., 1740 Broadway, 
New York 19, N. Y. Porcelain- 
enameled reflectors are for high-bay 
vapor or incandescent lamp mount- 
ing. Lip edges are turned and rolled 
for stiffening and are finished with 





a white interior reflecting surface 
containing titanium oxide. Slotted 
necks provide natural air circulation. 
Lamp fittings and neck sizes accom- 
modate 1000-w incandescent lamps 
and 400-w high or low pressure mer- 
cury vapor lamps. Glass covers, wire 
guards or moisture shields can be 
supplied. 

For More Details Circle No. 43—Page 281 


Self-Flaring Fitting: Fiodar 
Corp., 1366 East 45th St., Cleveland 
3, O.—Combination self-flaring fit- 
tings for hydraulic pressures in 
standard sizes for % to 2 in. OD tub- 
ing are said to have these advan- 
tages: Makes perfect joint because 
tubing is internally supported by 
wedge insert upon which self-flare is 
made as nut is tightened; saves tub- 
ing cost as fitting does not require 
heavy wall tuk.ag to make good 
joint; reduces installing time because 
mechanical flaring is eliminated; af- 
fords repeated assembly and disas- 
sembly because each time fitting is 
assembled the nut comes to a posi- 
tive “rock-bottom” top and guaran- 
tees full, unrestricted flow of fluid 
through tubing at joint because fit- 
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(COPE AND DRAG SEALER) 


PERFORMANCE 





KopeSeal, applied to contact 
areas between cope and drag, 
prevents run outs across 
sections . . . eliminates extra 
clean-up. KopeSeal is ready to 
use without mixing, always pli- 
able and workable. In 30” 
lengths; 3/16, 1/4, 3/8, 1/2, 
5/8 and 3/4” diameters. 


The cope is positioned on the drag, then removed for inspection of seal. Uniformly compressed 
bead indicates correct seal; unflattened areas show improper seating, allowing for correction 


before pouring. 


DOES A BETTER 


Tl ; 
JOB @ QUICK, EASY APPLICATION 


THAN MUD @ MORE POSITIVE SEATING. 
OR 

DOUGH ROLLS 
...in less time 
... atless cost! 


@ PERMITS ACCURATE MEASUREMENT OF 
METAL THICKNESS. 


@ SELF-DISSIPATING ...NO RESIDUE. 


fe) TL tom tele). EF 


A NEW KOPESEAL 
FOR USE ON HOT MOLDS 





ORDER FROM YOUR DISTRIBUTOR: 
Detroit, Mich. — Frederic B. Stevens, Inc. 
Los Angeles, Calif. — The Hubbard Company 
St. Lovis, Mo. — M. A. Bell Company 
Seattle, Wash. — H. D. Fowler Co., Inc. 
Toronto, Ont. — Railway & Power Engineering Corp., Ltd. 


KOPESEAL IS ALSO DISTRIBUTED UNDER BRAND NAME 
KOPETITE: 


Toronto, Ont. — Canadian Hanson & Van 
Winkle Co., Ltd. 


KOPEBEAD: 


Philadelphia, Pa. — George F. Pettinos, Inc. 
KOPEROPE: 

Harrison, N. J. — Springfield Facing, Inc. 
Milwaukee, Wisc. — Milwaukee Chaplet & 
Supply Corp. 


PRESSTITE 


PRESSTITE ENGINEERING COMPANY 


3766 Chouteau Ave. * St. Louis 10, Mo. 
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ting can be connected to tubing only 
when the cut-off end of tubing has 
full, unrestricted passage, free from 
collapsed walls or inside burrs. 

For More Details Circle No. 44—Page 281 


Shaper-Jointer: DeWalt Inc., 
Lancaster, Pa.—Jointer-shaper fence 
is an accessory tool for use with 
company’s woodworking machines to 
convert a radial arm circular saw in- 
to a jointer or shaper. Fence replaces 
the standard wood guide when the 
machine is to be used for shaping or 
jointing. With the motor in vertical 
position, and a shaper or jointer at- 
tached to spindle, the material to be 
processed is fed along the fence 
through the cutting knives. 

For More Details Circle No. 45—Page 281 


Air Valve Assembly: mead spe- 
cialties Co., 4114 North Knox Ave., 
Chicago 41, Ill.—Series of four \-in. 
valves use the same basic assembly 
when used as a spring return hand 
valve, spring return foot valve, self- 
locking bench valve, spring return 
cam valve or a_ solenoid-actuated 
valve. Valve base and body is cast 
aluminum, seals are neoprene, springs 
and plungers are brass, bronze or 
stainless steel. 

For More Details Circle No. 46—Page 281 


Air Line Filters: Briggs Filtra- 
tion Co., River Rd., Washington 16, 
D. C.—Air line filters feature acti- 
vated fullers earth block and cellu- 
lose cartridges to assure positive re- 
moval of entrained moisture and oil 
picked up from compressors in form 
of atomized particles, as well as dirt, 
dust particles, rust flakes and other 
abrasive contaminants. Under normal 
conditions, filter tank has to be 
drained once daily. 

For More Details Circle No. 47—Page 281 


Air Hoists: Keller Tool Division, 
Gardner-Denver Co., Grand Haven, 
Mich.—Several air hoist models have 
been added to company’s line to make 
six different hoists available to meet 
wide industrial requirements. Newest 
models have capacities of 500 and 
1000 lb while providing lifting rates 
of 35 fpm. Higher capacity link 
chain models can handle 1000 or 2000 
Ib at 19 fpm. A 300-lb capacity unit 
can lift a full load at 80 fpm while a 
150 lb capacity model is for those 
jobs just too heavy to lift by hand. 
For More Details Circle No. 48—Page 281 


Roof Insulation: Colonial Refin- 
ing & Chemical Co., NBC Bldg., 
Cleveland 14, O.—Liquid insulation 
material, applied by brush, is said 
to reduce building temperatures up 
to 15 degrees. The material serves 
as an insulator as well as a water- 
proofing agent on all types of roofs. 
For More Details Circle No. 49—Page 281 
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Vacuum Melting Employed in 
Developing Improved Metals 


Thompson Products Inc., Cleveland, 
one of the country’s largest suppliers 
of aircraft and automotive compo- 
nents, has turned to vacuum metal- 
lurgy for help in developing new 
high-purity metals that will make 
tougher, longer-lasting components, 
and new methods of forming that will 
improve and simplify its production 
procedures and lower its costs. 

Under the direction of K. M. Bart- 
lett, manager of research, Thompson 
Products has been actively exploring 
many potential uses for vacuum- 
processed metals. At present their 
activity is directed principally to im- 
provement of high-temperature alloys 
used for gas turbine engines by use 





of vacuum and inert gas atmosphere 
melting and casting. Future activity 
will be directed toward development 
of new alloys whose compositions 
present difficult or insurmountable 
problems when attempted with air 
melting and casting conditions of the 
conventional type. 

Investment casting has been done 
experimentally under vacuum condi- 
tions by Thompson Products’ research 
engineers as part of their evaluation 
of improved forming methods. This 
procedure is expected to find con- 
siderable application for economical 
production of jet engine turbine parts, 
Where precise and intricate airfoil 
contours must be maintained in or- 
der to obtain full efficiency from the 
turbine. 

To assist in this research program, 
Thompson Products recently installed 
in its Cleveland research laboratory 
a Stokes model 437 vacuum furnace 
in which vacuum melted and cast 
alloys are produced in 200-lb batches. 
The furnace, 8 ft in diameter and 10 
ft long, can be modified to handle 
1000-lb melts. 

Test specimens of various experi- 
mental compositions of metal and al- 
loys are cast in the furnace. These 
are examined for creep, resistance to 
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NO 
SINGLE 
ABRASIVE 


can ALL bloat cami j 


It is a fact that your own requirements as to finish and 





speed determine the type of abrasive you should use. As an 


example: for heavy cleaning &Y chilled iron shot or grit 


ict? 
x 
is indicated; for less severe cleaning or scale removal 


annealed iron shot or grit may be used. Controlled T “chilled” 


and Permabrasive “annealed” shot and grit are engineered 


SS 





for the jobs they are to perform. We'll guarantee that 


our abrasives will produce a savings 4) ove your present 


abrasive costs or we will give you a check to 


* 
cover the guaranteed savings. How can you lose? Now is the 


to save on 





your blast cleaning costs. 


*10% in the case of Permabrasive 
15% in the case of Controlled T 


produced by 
THE NATIONAL METAL ABRASIVE COMPANY 
Cleveland, Ohio 


THE WESTERN METAL ABRASIVES COMPANY 
Chicago Heights, Illinois 





SOLD EXCLUSIVELY BY 


HICKMAN, WILLIAMS & COMPANY 


(INCORPORATED) 


CHICAGO © DETROIT *® CINCINNATI © ST.LOUIS © NEW YORK 


CLEVELAND © PHILADELPHIA * PITTSBURGH * INDIANAPOLIS 
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thermal shock and other characteris- 
tics important to Thompson Products. 
Vacuum-melted metals have shown 
improved resistance to the destruc- 
tive effects of high temperatures due 
to their exceptional purity and homo- 
geneous structure. 

The Stokes vacuum furnace fea- 
tures a large-capacity pumping sys- 
tem, using two 10-in. booster pumps 
and a fore-pump which are capable 
of handling 60,000 micron cfm at a 
pressure of 10 microns. This pumping 
capacity is needed for handling the 
volume of out-gassing that occurs 
when melting and degassing high 
temperature alloys. Controls for the 
pumping system are grouped on a 





Ideas for the Coreroom 


Machine Co., La Grange Park, Ill. 
as told to 


Time Saving, Volume Boosting 


By L. D. PRIDMORE, president, International Molding 


single panel on which the tempera- 
ture and pressure indicating gages 
are also displayed. 


AMA Publishes Announcement 
Of Fall and Spring Seminars 


The American Management Asso- 
ciation will conduct more than 350 
small-group management meetings 
between September, 1955, and June, 
1956. The complete fall schedule of 
more than 160 seminar groups for 
discussion of more than 100 different 
topics has just been published by 
the association. The spring series will 
be announced early in 1956. 


useful when short runs of different cores are per- 
formed on one machine. 

And here is a thought on core pasting. To avoid 
putting cold cores into an oven for reheating prior 
to pasting, especially broken cores, use a hot pat- 
ternmaker’s glue for repair or assembly work. It 
does a good job, and the cores do not have to be 
put back into the oven to dry the adhesive. Hot 


The association’s over-all program 
of management education, of which 
the seminars are a part, also includes 
a dozen regularly scheduled national 
conferences each year; special con- 
ferences, briefing sessions and clin- 
ics on specific management problems; 
continuing courses in management, 
executive communication and market- 
ing; a research and information serv- 
ice; a supervisory development serv- 
ice; a continuing survey of manage- 
ment compensation; and publications. 

Additional information and copies 
of the new seminar announcement are 
available from the seminar registrar, 
AMA, 330 West 42nd St., New York 
36. 
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ROBERT H. HERRMANN, associate editor 


IF DRIERS for small, flat cores are equipped 
with pins they may be stacked on top of one an- 
other to take advantage of the full capacity of the 
core oven, thus increasing production. View at 
left shows such driers stacked side by side and on 
top of one another on a standard coreplate in prep- 
aration for loading into the oven. 

A quick method of stooling for draw type core 
blowers is shown at right. One or a number of 
the flat-topped plates equipped with legs can be 
used to take up extra space so that coreboxes of 
different heights can be accommodated by the core 
blower quickly and easily. This idea is particularly 


glue chills almost immediately and air dries; on 
the other hand, cold glue is not too satisfactory 
because it does not set fast enough. Naturally 
the idea applies to assembling cores as well as to 
repairing broken ones. Also, when assembling large 
core halves which ordinarily utilize locking chan- 
nels filled with lead to hold them together, try 
pouring hot glue into the locking channels in place 
of lead. It does the trick. 


Do you have any trick of the trade tucked away 
with your foundry experience? Why not release 
them to fellow foundrymen? FOUNDRY will pay a 
minimum of $15 for each idea submitted and pub- 
lished. Send a photo or drawing with your idea 
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Now in operation, this new production foundry is oper- 
ating continuously over two 8 hour shifts, employs 2,000 
workers and is pouring 1000 tons of gray iron every 
hours. Cores and molds are baked and dried in Despatc 


Ovens. 


DESPATCH OVEN FEATURES 


Increased Production — 100% convection heat and up to 15% 
recirculated air give speedy warm UP, fast heat recovery after 
reloading and fast baking. 

Quality Baking — Heavy duty, high volume fans give speedy heat 
transfer, assure uniform baking. 

Approved Control — Despatch ovens are equipped with auto- 
matic temperature controls and fire underwriter approved safety 
systems. 


Efficient Operation— Direct gas Or oil fired heaters cut fuel costs 
_, . for more information about Despatch Foundry Ovens - - - 


Write for Bulletin 31, or request 
a representative call. 


PIONEERS 
IN ENGIN 
EERING HEAT APPLICATIONS FOR 
INDUSTRY 





PRODUCTION UP 600% 


No wonder they call it... 


SUPER TAMASTONE 


\ 


\1 


“ 








@ Cope side shows 3” high white met @ Drag side is entirely of SUPER TAMA 
al section set in SUPER TAMASTONE. STONE with 31” draw cup pattern 
Due to thin projections 2 ram-up cores 

must be used. 


PRODUCTION STEPPED-UP 600°% HERE! 


With original loose pattern equipment only 35 molds—castings per day were 
possible. With SUPER TAMASTONE plates shown here 110 molds—220 cast- 
ings were delivered. All the foundry did was make a duplicate SUPER 
TAMASTONE pattern. Original and duplicate were then gated together in a 
14x16 flask to make match plate. Check photos—see how simple it was. 


Super Tamastone will work wonders in your foundry too. Write! 


TAMMS INDUSTRIES, INC. 228 N. La Salle St., Chicago 1, Ill. 











WOOD AND METAL PATTERNS 


KELLER-HYDROTEL and GENERAL MACHINE 
WORK ...FORMING and TRIMMING DIES... 
FOR AIR DUCTS, DASH LINERS and TRIM 
PANELS 

















ALSO PLASTIC MODELS 


SUPERIO 





AND MFG.CO. 
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9680 GRINNELL AVENUE 
DETROIT 13, MICHIGAN 
PHONE: WALNUT-5-1500 


Responsibility for Safety 
Starts with Management 


Effective Safety Programs 
Require Unified Effort 
By William B. Sobers* 


CCIDENT PREVENTION is more 

complex than simply having a 
safety committee or safety director 
analyze an accident to determine the 
cause and how to correct it or pre- 
vent it from recurring. Now, as never 
before, it is recognized that safety 
control is a very important part of 
foundry business. Management likes 
it and employees like it. It also gives 
the employee and his family a 
stronger feeling of security. 

Complete safety equipment and in- 
stallation of the best safety devices 
are not enough to combat accidents. 
Before a foundry can benefit from 
accident prevention, it must view the 
problem in all its aspects and have 
full co-operation from all employees. 
Glancing through any foundry maga- 
zine plainly shows foundries are 
guilty of unsafe practices. 

Responsibility for a safe plant 
starts with management. It isn’t 
enough to authorize the spending of 
money for a safety program and to 
provide safe surroundings and safety 
equipment. It is up to management 
to see that interest in safety prevails 
through the entire plant, down 
through the supervisory personnel to 
the employees themselves. 

Responsibility for planning accident 
prevention and safety protection lies 
squarely on supervision. Men given 
this responsibility must be able to 
make employees realize that accident 
prevention and safety are part of 
their job and for the employees’ own 
welfare. 

For example, getting the new em- 
ployee to think in terms of safety 
plays an important part in accident 
prevention. At first the new employee 
is familiarized with plant safety 
rules and any potential hazards in- 
volved for a given job which he may 
be assigned. This safety training 
should not end there, but should be 
continued at his place of work by his 
supervisor and by department safety 
meetings, movies, posters, rewards 
for safety suggestions, etc. 

What causes accidents? Most ac- 
cidents are caused by lack of think- 
ing. As a result, statistics show that 
most industrial accidents are the 
fault of the workman; only a small 
percentage is due to faulty machin- 


*This article, which won fourth prize in the 
1954 safety letter contest conducted by the 
Malleable Founders’ Society, concl"des_ the 


series begun in the June issue of FOUNDRY 
Mr. Sobers attended the University of Wis- 
consin and is chief chemist, Chain Belt Co., 
Milwaukee 
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AND was once a pretty simple 

thing. You just dug it up and 
shipped it to people who needed it. 
That was O.K. some years ago, but 
sand like everything else has changed. 
Nowadays sand must be meticulously 
clean and uniformity is highly criti- 
cal. Special grinds are needed for 
special jobs. 

High precision casting is making 
sand specifications tougher and 
tougher every year. And Wedron 
is keeping pace. Many thousands of 
dollars are spent annually by Wedron 
for new equipment, new processes, 
experimentation and testing. 

































Because of this, you’re sure of 
uniformity, purity and fine rounded 
grain properties that eliminate cut- 
ting out of core boxes. And you get 
the right sand for every casting need; 
the finest silica flour, fine grades for 
shell molding or coarser grades for 
standard casting methods. This high 
quality and diversified output is a 
result of Wedron’s modern pro- 
gram, bringing science to the art of 
sand processing. 


Why not try Wedron sand on your 
next order? You'll be well satisfied 
with its superior quality. 





MINES ANDO MILLS IN THE 
OTTAWA-WEDRON DISTRICT 


WEDRON 


SILICA COMPANY 


135 South LaSalle Street, Chicago 3, Illinois 
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ery and equipment. Therefore, super- 
vision should feel responsible for in- 
suring that the old or new employee 
is properly instructed and knows how 
to do the job he is assigned to safely, 
be it manual handling of material 
or a mechanical operation. Workers 
become careless, assume hazardous 
positions, err in judgment, lack ex- 
perience and also are influenced by 
business economics and availability of 
labor. 

Safety rules and planning are the 
backbone of accident prevention. They 
not only tell us what we can do and 
how to do it, but also what we may 
not do. Of course, this is all done to 
eliminate chance taking or breeding 
of unsafe methods which 
later may result in a lost-time 
cident. Employees should be encour- 
aged to report any unsafe practice 
or potential hazards which at first 
normally lead to no-injury accidents 
and minor accidents and finally to 
a major accident if the potential is 
not removed in time. Unsafe guards, 
improper handling devices and equip- 
ment, slipping and tripping hazards 
are examples of Accidents 
Unlimited. 


sooner or 


ac- 


common 


Safety Rules Can Vary 


Some safety rules may 
all foundries. However, 
variations in plant equipment 
operations, other safety rules 
have to be devised to apply only to 
the foundry for which they are pre- 
pared. On this principle, if the 
cident frequency is high for a given 
job, it may become after 
careful study of the safety factors to 
establish a safety training program 
or to change the operations in an at- 
tempt to reduce the number of 
cidents. This procedure may be 
accident prevention in 


apply to 
because of 
and 
will 


ac- 


necessary 


ac- 
clas- 
sified as ac- 
tion. 

Good housekeeping throughout the 
foundry plays an important part not 
only in accident prevention, but also 
in fire prevention and is the result 
of strict adherence to a program of 
cleanliness with respect to materials 
and equipment and keeping truck and 
walk ways free of obstructions. Simi- 
lar attention should be paid to pre- 
ventive maintenance, which not only 
prevents costly breakdowns and work 
stoppages, but also helps to prevent 
accidents. Adequate catwalks and lad- 
ders for servicing and inspection will 
help to and this 
problem. 

Manual handling of material is an- 
other important factor. Special care 
exercised in the handling 
hazards, such as 


encourage control 


must be 


and use of special 
hot material, inflammable liquids, etc., 
all of which require consideration as 
to storage, the route they are hauled, 


clothing to be worn, mechanical safe- 
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e+e RIGHTS ITSELF 





e+e LOCKS ITSELF 





and lives 
along and 
useful life 


Not only do Roura Self-Dumping 
Hoppers cut handling and unloading 
costs of wet or dry, hot or cold bulky 
materials 50% or more... they do it 
year after year with little main- 
tenance or repair. That’s because 
Roura Self-Dumping Hoppers are 
engineered to take “hard knocks’’... 
extra heavy gauge metal .. . sturdy 
arc-welded joints . . . perfect balance 
for smooth and rhythmic operation. 


The rugged Roura gives you simple 
one-man semi-automatic operation. 
Models to fit any standard fork or 
platform lift truck. Also available 
mounted on live skids, or with mal- 
leable or rubber tired wheels or casters. 
Sizes range from \% to 2 cubic yards. 





if 
ada \y we come 


WANT MORE DETAILS on how you i 
can save money with Roura? Just clip this coupon... 
attach it to your letterhead . . . sign your name 
+-.and mail to 


ROURA IRON WORKS, INC. 
1417 Woodland Ave., Detroit 11, Michigan 


a 











NG MEAN 
NEW necesseD RAIL 


means 


e MORE PRODUCTIVITY 
e GREATER EFFICIENCY 
¢ BIG SAVINGS 


tween the old “running out” 





Division of 


3110 W. FOND DU LAC AVE. 
US 





forvas little as... 


YOU CAN TRY 


Write for information that will put your 
foundry on a new competitive a a \ 





WESTOVER ENGINEERS 


Hp ttenlt spon FOUNDRIES! 





When you use Nomad Recessed Rails the molds are set 
on a pallet, sent down the conveyor line and poured. This 
modern procedure marks the tremendous improvement be- 
and the new 
molds. The work area is kept clear. There is added time for 
increased production. And, shake-out and sand preparation 
‘an be handled with existing equipment. 
process is easier. That’s all there is to it! 


“rolling away” of 
The whole Nomad 


oer a 


or quit \e 


ry 


rr 


foun? 





OUT THIS CURE 


ror SLAG HOLE FAILURES 


Durable CARBOFRAX® silicon carbide 
blocks give 20 or more hours unin- 
terrupted service in continuous pour 
cupolas... with practically no change 
in hole size. But why take our word 
for it? Order afew and see for your- 
self. Single standard size block costs 
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only $4.70. Other sizes can be made 
from stock molds. Address Dept. 
AA9S, Refractories Division, The 
Carborundum Company, Perth Am- 
boy, New Jersey. 


CARBORUNDUM 


Registered Trade Mark 










ty devices and special instructions. 

Plant fire protection is also closely 
associated with accident prevention 
and should not be overlooked or its 
over-all value underestimated. 

In our company, another important 
factor has been the foundry job place- 
ment program, fitting the worker's 
physical capabilities to the job’s phy- 
sical requirements so as not to jeop- 
ardize his or his fellow workers’ 
safety. 

Regular employees receive physical 
examinations at least annually. As a 
result, it may be necessary to trans- 
fer an employee to another depart- 
ment to reduce the possibility of ac- 
cidents. 

Some principal health hazards to 
guard against in the foundry are ex- 
posure to gases, dust, excessive heat 
and noise. 

Management of our company has 
been sincere in its support of safety. 
Our company’s’ standard practice 
manual states, ‘Nothing else shall 
take precedence and whenever our 
safety objective shall be in conflict 
with other objectives, safety will be 
our first consideration.” This effort 
has resulted in the presentation of 
safety awards to our foundry divi- 
sions and fabricating plants by the 
National Safety Council and the Wis- 
consin Council of Safety. 

In the final analysis, we can see 
readily that many factors enter into 
Accident Prevention—mainly, people, 
material, and machinery. It is the in- 
dividual who can do the most to keep 
the cost of accidents to a minimum, 
providing that he is safety educated. 
However, no one man or group of 
men can conquer this problem alone; 
it requires the combined effort of all 
employees. As a result, the foundry 
will not only become a safer place to 
work, but a better place to work; 
hence better human relationships will 
attract a higher level of skilled help 
and result in a better cast product. 
Look over your safety control pro- 
gram now in preparation for a better 


try in ’55! 


ASM Elects New Officers 


National officers of the American 
Society for Metals for 1955-56 will 
take office during the 37th National 
Metal Congress and Exhibition in 
Philadelphia, Oct. 17-21. They are 
A. O. Schaefer, vice president of en- 
gineering and manufacturing, Mid- 
vale Co., Philadelphia, president; D. 
S. Clark, professor of mechanical en- 


gineering, California Institute of 
Technology, Pasadena, Calif., vice 


president; C. H. Lorig, technical di- 
rector, Battelle Memorial Institute, 
Columbus, O., treasurer; and W. H. 
Eisenman, ASM National Headquar- 
ters, Cleveland, secretary. 
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in nonferrous 


foundries 
SURFACE INDICATIONS 
CAN BE 


MISLEADING 









To accurately measure 
temperature of molten, 
nonferrous metals, 
readings should be 

made below the sur- 
face. 

Portable, handy to 

use, the Alnor Pyro 
Lance has a protected 
thermocouple mounted 
in the lance tip—it takes 
temperatures below the 
surface, where accuracy 
is unaffected by dross 
and other surface condi- 
tions. Enclosed couple is 
protected against flame, 
fumes, and corrosion, 
assuring long, accurate 
service under severe con- 
ditions. 

Pyro Lance models are 
available for a wide variety 
of metals and foundry 
operations. Write today for 
Bulletin 1724-D and see how 
you can have low-cost 
quality control in your 

foundry. Illinois 

Testing Laborato- 

ries, Inc., Room 511, 

420 North LaSalle St., 

Chicago 10, Illinois. 


PRECISION INSTRUMENTS — 


FOR EVERY INDUSTRY | 
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Investment Casting Group 
Works on Three Projects 


Study Tolerances, Test 
Bars and Nonmetallics 


DRAFTING AND DESIGN man- 

ual to analyze the factors affect- 
ing tolerances in investment casting 
is one of the major projects now 
under way by the Investment Cast- 
ing Institute, Chicago. 

A questionnaire covering all types 
of design will be used to solicit the 
information for the manual from 
manufacturers of investment cast- 
ings as to tolerances that reason- 
ably can be expected in each type of 
design. The dimensional tolerances 
committee of the institute, under the 
chairmanship of E. G. Chapman, 
Misco Precision Castings Co., will 
analyze the results. 

Studies will be conducted by the 
following: Hole tolerances, Joseph 
Levine, Investment Casting Co.; air- 
foil tolerances, Joseph Stannard, 
Pratt & Whitney Aircraft; indus- 
trial component tolerances, W. C. 
Jenkins, Casting Engineers Inc.; po- 
sitional tolerances, H. T. Clinton, 
Wright Aeronautical; and linear tol- 
erances, R. C. Kramer, Thompson 
Products Ine. 

A study of surface finishes also 
will be included in the completed 
manual. 

Another important project of the 
institute is the establishment of 
classifications and specifications for 
all materials other than metals used 
in the industry. These activities will 
be the work of the group’s process 
materials standard committee, head- 
ed by Walter A. Dubovick, Engi- 
neered Precision Castings Co. Tests 
will be developed to determine the 
optimum properties of materials so 





‘‘Wait'll he discovers | substituted my 
kid's kaleidoscope."’ 


—_-~—s—S<é‘=:” 
BLASTRITE 
‘Gosarene 
SHOT and GRIT 


A complete range of 
sizes, standard or 
made-to-order. 


HI-ALLOY “B” 
CAST IRON SHOT & GRIT 


STEEL SHOT 
(Hardened and 
Drawn Cast Steel) 
Ideal for cleaning and 
peening where carry- 
out and abrasive 
loss are minimized. 


Catalog No. 
AB-53 will give you 
further details on 
these stocked items, 
as well as those 
manufactured as 
ordered. 


ABRASIVE SHOT 
& GRIT CO., INC. 
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Handling Costs! 


Sterling Heavy Duty All- 
Steel Trucks are ideal for 
transporting castings from 
Wheelabrator, Roto Blast 
or similar equipment. 2000 
lbs. capacity. Reduces 
number of loads required. 
Saves both time and labor. 
Height is adjustable to ac- 
commodate discharge door. 
Roller bearing wheels and 
ball bearing swivel casters 
increase maneuverability. 
Sturdy, reinforced welded 
construction. 


Investigate how these heavy duty 
Sterling Trucks can cut your cast- 
ing handling costs. Write today. 


STERLING WHEELBARROW CO. 


Milwaukee 14, Wisconsin, U. S. A. 





Illustration shows one of 25 Sterling Heavy Duty Trucks 
in daily use at the Green Foundry, St. Louis, Mo. 


Cc sae 


> FOUNDRY EQUIPMENT 


Sti 























Foundry Metallics Reclaimed 
- at Handsome Profits 


Recovery of non-ferrous metallics from foundry and ma- 
chine shop residues is both economical and highly profit- 


able with the SuperDuty® DIAGONAL-DECK Table. 


This efficient device separates fine size materials of differ- 
ent specific gravity by washing the feed over moving riffles. 
Recovery of the metallic values is so positive that many 
are finding it very profiiable to process old waste piles as 
well as floor sweepings and other residues. 


lor full information. write for Bulletin 118-B. 


The Original Deister Co. @ Inc. 1906 


The Deister Concentrator Company 


935 Glasgow Ave. e Fort W ayne, Ind:, U.S, A. 
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that supplier and purchaser can con- 
trol quality and guarantee conform- 
ance of materials with the optimum 
properties. 

Three subcommittees have been 
established, dealing with expendable 
pattern materials, proprietary invest- 
ments and investment raw mate- 
rials. The first will devote its at- 
tention to wax, plastics and low- 
melting point metals. It will con- 
sider such factors as_ volumetric 
change, penetration, melting points, 
ash content, viscosity, color, toxicity, 
contaminants and packaging. The 
second will work with ferrous and 
nonferrous groups in determining 
thermal curves, consistency, com- 
pression strength, setting tempera- 
tures and contaminants. The third 
will study binders of phosphates and 
ethyl silicates, screen analysis of re- 
fractories, pyrometric cone equiva- 
lents, calcination, chemical analysis, 
packing characteristics and packag- 
ing. 

Members of these committees are 
C. W. Schwartz, Misco Precision 
Casting Co.; Paul Solomon, Yates 
Dental Mfg. Co.; A. Aufhauser, In- 
dustrial Raw Materials Corp.; Harold 
G. Deters, Anderson Laboratories 
Inc.; John J. Jesmont, Crucible Steel 
Co. of America; Y. Pessel, Centrif- 
ugal Casting Co.; Ray Reuter, Na- 
tional Aluminate Corp.; H. Lee Scott, 
Scott Casting Mfg. Co.; C. H. Watts, 
Pre-vest Inc.; T. E. Moore, Ransom 
& Randolph; and Karl K. Breit, 
A. P. Green Fire Brick Co. 

A proposal for a test bar for su- 
peralloys has been submitted by the 
physical and nondestructive testing 
committee for approval by the insti- 
tute. Committee Chairman B. W. 
Duncan, Alloy Precision Casting Co., 
reported that work on developing 
recommended test bars for the in- 
dustry should be completed soon and 
final results presented to the Novem- 
ber ICI meeting in Detroit. 

Test bars developed by the com- 
mittee and approved by the institute 
membership will be submitted jor 
approval and adoption as ASTM 
standards. Working with Mr. Dun- 
can on the project are James Bly, 
X-Ray Inc.; T. E. Millard, Thompson 
Products Inc.; George Poole, Pratt 
& Whitney Aircraft; and R. J. Wil- 
cox, Michigan Steel Casting Co. 


Instrument Maintenance Clinic 


To Be Held in Los Angeles 


The 1955 Maintenance Clinic of the 
Instrument Society of America will 
be presented in Los Angeles Sept. 
10-12. It will be held in Founders 
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Make All Your Low Pressure Hose Lines - 


from this NE W neroquip Kit 


SPEED REPLACEMENT! CUT COSTS! REDUCE INVENTORY! 





I 


DURABLE 
ALL-STEEL 
BOX 


Back of fitting 
tray can be 


raised for 
convenient use 


Compartment 
of Kit 5144 
contains 24 ft. 
of 14” hose, 
and 24 ft. of 
36” hose 


Many users have requested a permanent-type con- 
tainer for Aeroquip SOCKETLESS fittings and hose. 
So this durable all-steel Kit 5144 is now available. 
It contains an inventory of hose, fittings, and adapters 
in types and sizes that will meet practically all low 
pressure applications. 

With remarkable new Aeroquip SOCKETLESS 
fittings and hose, fuel, oil, water, and air lines can 
be made and installed extra fast on all kinds of 


JUST PUSH 
Aeroquip 1525 Hose on the 


SOCKETLESS 


Fitting . . . It Stays On Even at 
Pressures as High as 250 p.s.i. 
PATENT APPLIED FOR 







industrial and mobile equipment. Field replacement 
is simplified because Kit 5144 is compact (1242” x 
124%" x 6%” when closed) and it will stand up in 
field service. 


Aeroquip SOCKETLESS fittings and hose are 
saving time and money for users in every industry. 
Get the complete story from your Aeroquip dis- 
tributor, listed in your Yellow Page Directory, or 
write us. 


Also Available: 15-Cell Kit No. 5143 with 24 feet of 14” hose and 71 fittings and adapters in same box. 
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\eroquip 


AEROQUIP CORPORATION, JACKSON, MICHIGAN 


LOCAL REPRESENTATIVES IN PRINCIPAL CITIES IN U.S.A. AND ABROAD ¢ AEROQUIP PRODUCTS ARE FULLY PROTECTED BY PATENTS IN U.S.A. AND ABROAD 





— 


3 


Kit 5144 contains 
93 fittings and 
adapters in 20 
sizes and types 


Pull out hose, 
measure it, 
and cut 
with knife 
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eéoc HARTLEY 


Atnda Serial weudsed 


dyslin ae tie £2 100% 
aulsmauec. 


HARTLEY 
HYGRO- 
GUIDE 


automatically controls moisture in your 
prepared molding sand. 


HARTLEY 
TIME- 
GUIDE 


automatically controls every 
phase of mixing cycle. 


BOND 
GUIDE 


measures and charges exact amount 
of dry bond and carbonaceous 
materials automatically. 


SAND 
LEVEL 
CONTROL 


assures the molder a constant 
sand supply in the hopper. 


SAND 
CONTROLS 
WILL REDUCE 
SCRAP 


SAND 
CONTROLS 
INCREASE SAND 
PRODUCTION 


SAND 
CONTROLS 


CONSISTENT 
QUALITY 


SAND 
CONTROLS 
PAY FOR 

THEMSELVES 


Available separately or as a 
group, they are used in foundries 
everywhere. Let us tell you more 
about them. Write today to: 






“HAYLCO CONTROLS 


“NEENAH; WISCONSIN 
The original manufacturer of auto-.« 
matic controls for sand systems. 
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Hall, University of Southern Cali- 
fornia, beginning 7:30 p.m. Sept. 9, 
continuing through Saturday and 
Sunday, Sept. 10 and 11, and ending 
at 12:30 p.m., Monday, Sept. 12. 
Registration fee is $5 for members 
of organizations participating in the 
ISA conference and $7.50 for others. 
At the closing sessions, certificates 
will be presented to all persons who 
complete their schedules. To enroll, 
send the registration fee to ISA In- 
Maintenance Clinic, 1315 
Pittsburgh 33, Pa. 


strument 
Allegheny Ave., 


Johnson-March Co. Appoints 
Eleven Representatives 


Eleven new manufacturers’ agents 
have been appointed by Johnson- 
March Corp., Philadelphia, to distrib- 
ute the company’s dust control equip- 
ment in foundries and other metals 
plants. All are engineering firms and 
will operate under the supervision of 
Johnson-March district managers and 
staff engineers. Appointments are as 
follows: 

Acme Engineering Agency, Indian- 
apolis, in Indiana except the Chicago- 
South Bend area; J. J. Ballenger, Cin- 
cinnati, southwestern Ohio and central 
Kentucky; Dorner Co., Milwaukee, 
southern Wisconsin; Victor H. Jones 
Co., Chicago, northwestern Indiana 
and northeastern Illinois; Linder, Cox 
Florida; and 


& Co., Lakeland, Fla., 
Ralph E. Little, Davenport, Iowa, 
northwestern Illinois and_ eastern 


Iowa. 

Others include Power Specialty Co., 
Nashville, Tenn., southern Kentucky 
and Tennessee east of the Tennessee 


River; Rhodes Equipment Co., St. 
Louis, eastern Missouri, southern II- 
linois, western Kentucky and south- 


western Indiana; Stanley B. Troyer 
Equipment Co., Crosby, Minn., Min- 
nesota, North Dakota, South Dakota, 
northern Wisconsin and the upper 
peninsula of Michigan; United Equip- 
ment Co., Columbus, O., central Ohio; 
and Western Ohio Ventilating Co., 
Toledo, O. 


Offers Home Study Course 
In Industrial Engineering 


To meet the increasing need of in- 
safety pro- 
home 


dustry for continued 
grams and practices, a new 
study course in industrial safety en- 
gineering has been added to the cur- 
riculum of International Corre- 
spondence Schools, Scranton, Pa. 
The course is designed to help in- 


dustrial in charge of 


supervisors 
safety, industrial engineers who de- 
sire safety training, safety repre- 


sentatives of labor departments and 





Use REMA 


eeMelo(o Mm A-to] a 


of life to 
your Belts 


REMA 


is the New and Amazing 


Self-Vulcanizing 
Rubber Repair @ 
Material 






REMA 


REQUIRES 
e NO HEAT 
e NO HEAVY 





EQUIPMENT 


e NO CURING 
TIME DELAY 


@ REMA is not just another cold patch. 
REMA is vulcanization by chemical 
process. The repaired area is sealed 
with an abrasive resistant cover stock 
patch. No heat or heavy vulcanizing 
equipment required. Here’s the aston- 
ishing advantage—when repair work is 
completed belts may be returned to 
service immediately. 

® REMA seals out moisture, reduces 
mildew, rot and deterioration — the 
great enemies of conveyor belts. Your 
own maintenance man can quickly 
repair your belt — it doesn’t take a 
skilled belt mechanic to use REMA. 

®@ Used for repair of all types of dam- 
aged spots, edge wear and for covering 
metallic joints. Available in introduc- 
tory kits or parts separately. 


Order from your Flexco-Alligator distributor 
Write for Folder No. R4 


FLEXIBLE STEEL LACING CO. 
4667 Lexington St., Chicago 44, Ill. 


SELF- 
VULCANIZING 


RUBBER REPAIR MATERIALS 








FOUNDRY 








ing 

Ope} 
Cast 
Ss. L 
exect 


Septe 











persons whose _ responsibilities call 
for a knowledge of safety practices 
in industry. 

It is comprised of 41 lessons which 
require an estimated average study 
time of 650 hr and provide instruc- 
tion in mathematics, machine sketch- 
ing, blueprint reading, industrial 
phychology, handling of materials, 
plant and production equipment lay- 
out and safety principles and prac- 
tices, Employers may select only 
those instructional units which meet 
an immediate and specific need. 


Investment Casting Institute 
Receives Association Award 


Investment Casting Institute re- 
cently received one of the awards 
made annually by the American 
Trade Association Executives for dis- 
tinguished service. 

In the 26-year history of this na- 
tional award, no other trade associa- 
tion has won the competition so soon 
after its formation. The Investment 
Casting Institute was organized in 
December, 1953. It was announced 
as the winner of the nation and re- 
gional association group with an an- 
nual budget of less than $50,000. 

Criteria for judging in the annual 
contest are distinguished service to 
industry, to industrial development, 
and to the public as a whole or some 
important segment of the public. The 
citation read in part: 

“In its first year of existence, the 
Institute completed a comprehensive 
survey of the size, capacity, markets 
and weak spots of its industry. It 
has, through its specific educational 
and promotional programs, conveyed 
to designers and engineers of both 
government and industry, the bene- 
ficial attributes of the investment 
casting process for production of pre- 
cision metal parts. Through the 
work of its technical committees, the 
Institute completed preliminary steps 
in the development of industry stand- 
ards for metal specifications, dimen- 
sional tolerances, testing procedures 
and process’ materials. Through 
these many programs and activities, 
ICI has helped a new and vital in- 
dustry in its efforts to reach its full 
potential.” 

U. S. Commerce Secretary Sinclair 
Weeks headed the awards selecting 
jury, which also included representa- 
tives from industry and universities. 

Officers of the Investment Cast- 
ing Institute are: President, Ted 
Operhall, president, Misco Precision 
Casting Co.; vice president, Vincent 
S. Lazzara, Casting Engineers Inc.; 
executive secretary, Harry P. Dolan. 
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HOLCROFT 

and the 

SHAKER HEARTH 
FURNACE 


Volume Production of smMALL PARTS 


Controlled atmospheres—heating—fuel economies—stock 
handling. All these are factors to consider when you are trying to de- 
termine which heat treat furnace to select. 


Take stock handling, for example. You might well consider a shaker 
hearth furnace if you are a volume producer of small parts such as 
screw machine production or stampings. It’s continuous—a type of 
stock handling that’s geared to production flow—and a type that 
eliminates the possibility of a bottleneck in the heat treat department. 


The work is either manually or automatically placed directly on a 
hearth which is designed to move forward quickly a few inches, stop 
suddenly, and then return to its original position. The sudden jolt 
slides the parts through the furnace. An alternate arrangement is set 
up so that the hearth moves forward slowly, halts, then snaps back to 
its original position. Either method assures uniform heat treatment of 
each individual part. 

You can get engineering information—honest appraisals of your 
problem—if you consult Holcroft when you are planning expansion. 
The result is bound to be a heat treat facility balanced to your pro- 
duction requirements. It will cost you less in the long run! Write today 


for complete information! 


Holcroft & Company, 6545 Epworth Blvd., Detroit 10, Michigan. 


REAT FURNACES FOR EVERY PURPOSE 





CHICAGO, ILL. CLEVELAND, OHIO DARIEN, CONN. 
HOUSTON, TEXAS LOS ANGELES, CALIF. PHILADELPHIA, PA 
CANADA: Walker Metal Products, Ltd., Windsor, Ontario 
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Our new home... 


ENGINEERS and 
BUILDERS of 


FOUNDRY 
EQUIPMENT 


Sand Recovery Systems 
Dustless Core Removal 


Deburring Equipment 


& 
a 
e Sand Blast Cleaning Equipment 
e 
ae 


Rod Straighteriing and Sorting Devices 


HYDRO-BLAST now offers you better service and engineering 


-e 


of our industry. Our engineering force and pilot plants are 


with new facilities to meet the constantly expanding needs 


always available to help you with your problems. 


We wish again to express our apprecia- 
tion to foundrymen for making this “ex- 


pansion of facilities” necessary. 


te EI IDIRO- BLAS 


CORPORATION 


Pioneers in Foundry Sand Reclamation Systems 


Our new address: 10265 Franklin Ave., Franklin Park, Ill. (Chicago suburb) 


Phones: Franklin Park—GLadstone 5-3212 Chicago NAtional 2-5770 
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Chicago, Milwaukee Gray Iron 
Founders in Joint Meeting 


Some 50 members of the Chicago 
and Milwaukee Management Groups 
of the Gray Iron Founders’ Society 
convened in a joint meeting in Wau- 
kegan, Ill., June 28, with the former 
group as host. It was the first such 
meeting of the two groups, but ex- 
pectation is it will become an annual 
event. 

Special guests were C. H. Ker, 
president, Dalton Foundries Inc., 
Warsaw, Ind., national president of 
the Gray Iron Founders’ Society, and 
Donald H. Workman, executive vice 
president of the society. Both spoke, 
reviewing current activities of the 
organization and the gray iron cast- 
ings industry. 

Sharing honors in presiding at the 
get-together were John M. Gajentan, 
vice president, Chicago Foundry Co., 
Chicago, and I. O. Heatwole, vice 
president, J. E. Gilson Foundry Co., 
Port Washington, Wis., who are 
chairmen, respectively of the Chicago 
and Milwaukee groups. 

The meeting provided an opportu- 
nity for informal discussion of prob- 
lems confronting producers of gray 
iron castings. Among these were 
business prospects, quality of prod- 
uct, materials supply and labor re- 
lations. 


New ASA Standard Describes 
Sound, Vibration Analysis 


Tracking down noise and vibrations 
and reducing them at the source may 
eliminate hearing loss and dangerous 
mechanical failure caused by vibra- 
tions. The American Standards As- 
sociation has just published an 
“American Standard Method for Spe- 
cifying the Characteristics of Analyz- 
ers Used for the Analysis of Sounds 
and Vibrations,” Z24.15-1955, to aid 
detection of noise and vibration. 

This standard has been prepared to 
help users and manufacturers of an- 
alyzers not restricted to octave bands 
since a much finer analysis is de- 
sirable for detecting some noises and 
reducing them at the starting point. 
For example, an octave band would 
give sufficient analysis of room noise, 
but to quiet a machine with many 
gears, an analyzer must be sufficient- 
ly selective to separate individual 
components of the noise. 

The national committee which de- 
veloped the standard according to 
procedures of the ASA is sponsored 
by the Acoustical Society of America. 
Copies of the standard may be ob- 
tained from the ASA, 70 East 45th 
St., New York 17, for 50 cents per 
copy. 
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EAKPROOF CASTINGS: Geo. Sall 

Metals Co., 2308 East Butler St., 
Philadelphia 37, Pa.—Booklet, ‘How 
to Produce Leakproof Aluminum 
Castings,” cites various recommen- 
dations for minimizing porosity in 
aluminum castings and suggests op- 
erational methods by which found- 
rymen can produce castings of intri- 
cate design and high quality to meet 
rigid specifications. 
For More Details Circle No. 141—Page 281 


GAGE BLOCK ACCESSORIES: 
Elistrom Standards Division, Dear- 
born Gage Co., 22038 Beech St., Dear- 
born, Mich.—Brochure describes and 
illustrates company’s line of square 
and rectangular gage block acces- 
sories designed to permit direct ap- 
plication of gage block accuracy to 
wide range of precision production 
and inspection measuring operations. 
For More Details Circle No. 142—Page 281 


TEMPERATURE CONTROL: Bur- 
ling Instrument Co., 16 River Rd., 
Chatham, N. J.—Bulletin 151 offers 
specifications and engineering data 
on two pneumatic temperature con- 
trols for use on installations where 
temperature is to be controlled by 
varying the flow of gas, steam or 
other medium with an air-operated 
valve or motor. 

For More Details Circle No. 143—Page 281 


FOUNDRY CLEANLINESS: Fred- 
eric B. Stevens Inc., Detroit 16, Mich. 

Technical bulletin FP-126, ‘‘Quick 
Steps Toward Foundry Cleanliness,” 
describes how recently developed 
products can hold foundry dust to a 
minimum and also details other prod- 
ucts that can make working condi- 
tions cleaner and more healthful. 
For More Details Circle No. 144—Page 281 


TRUCK ATTACHMENT: Elwell- 
Parker Electric Co., 4205 St. Clair 
Ave., Cleveland 3, O.—Truck engi- 
neering bulletin contains application, 
design and operational information on 
an hydraulically operated attachment 
designed for automatic dumping of 
skid boxes or racks and used with 
its low-lift platform trucks. 

For More Details Circle No. 145—Page 281 


STORAGE EQUIPMENT: Frick- 
Gallagher Mfg. Co., 110 South Michi- 
gan Ave., Wellston, O.—Racks, bins, 
shelves, pallet frames and other stor- 
age equipment are presented in il- 
lustrated color catalog. Product and 
in-use photographs, general descrip- 
tion and specifications are provided. 
For More Details Circle No. 146—Page 281 


NITROMETER MASKS: Industrial 
Products Co., 2827 North Fourth St., 
Philadelphia 33, Pa.—Light-weight 
face masks primarily designed to pro- 
tect eyes and face from sprays of 
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HYDRO-BLAST 


Sand Reclamation Units 


are serving these outstanding foundries: 


American Steel Foundries 
Alliance, Ohio @ East Chicago, Ind. @ Granite City, Ill. © Indiana Harbor, Ind. @ Verona, Pa. 


Bucyrus-Erie Co. 
So. Milwaukee, Wis. 


John Deere Co. 
Waterloo, lowa 


Dominion Engineering Works, Ltd. 
Lachine, P. Q. 


Fahralloy Canada Ltd. 
Orillia, Ontario 

Fairbanks Morse Co. 
Beloit, Wis. 

General Metals Corp. 
Oakland, Calif. 


General Motors Corp. 


5 Foundries 

International Harvester Co. 

Louisville, Ky. 

Massey-Harris Co., Ltd. 

Brantford, Ontario 

McConway & Torley Corp. 

Pittsburgh, Pa. 

National Malleable & Steel Castings Co. 


Sharon, Pa. 


Pacific Car & Foundry Co. 


Renton, Wash. 

Symington-Gould Corp. 

Depew, N. Y. 

Union Steel Castings Co. 

Pittsburgh, Pa. 

United Engineering & Foundry Co. 


New Castle, Pa. 


U.S. Naval Shipyard 
Pearl Harbor, H. I. 

U.S. Naval Gun Factory ‘A Wet Method of Sand Reclamation’ 
Washington, D. C. 


Wehr Steel Co. 





16-page reprint of a paper on the sub- 


Milwaukee, Wis. ject presented at the 1953 AFS Con- 

West Michigan Steel vention in Chicago—as well as a paper 
Foundry Co. 

Muskegon, Mich. entitled “Sand Reclamation in a Steel 


Foundry.” We'll be happy to send re- 


prints of these papers to you. 


te EAD) AO=B LAA 


CORPORATION 











Pioneers in Foundry Sand Reclamation Systems 


Our new address: 10265 Franklin Ave., Franklin Park, Ill. (Chicago suburb) 
Phones: Franklin Park—GLadstone 5-3212 Chicago NAtional 2-5770 
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jvew JOHNSTON 
REVERBERATORY FURNACES! 


* Available in from 400 to 2,000 
pound per hour capacities. 


* All parts exposed to flame or 
direct radiation are cast iron. 


* Automatic controls in break- 
down and holding chambers. 


* Equipped with Johnston nozzle 
mixing burners. 


%* Lined with top quality refrac- 
tory brick. 


% Advanced design and quality 
workmanship throughout. 


WRITE FOR MORE INFORMATION 


@ Melting Furnaces @ Heating 
Torches @ Ladle Heaters @ Heat 
Treating Furnaces @ Burners, 
Blowers, Controllers. 


: MANUFACTURING CO. 
OHNS ON 2825 EAST HENNEPIN AVE. 
MINNEAPOLIS 13, MINN. 

ENGINEERS & MANUFACTURERS OF INDUSTRIAL HEATING EQUIPMENT 
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machined all over 
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Write or phone for engineered to fit 
further information 
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acid, fragments of glass and foreign 
materials have been found practical 
for other industrial operations as 
grinding, buffing, polishing, spot weld- 
ing, wire brushing and cleaning, met- 
al band sawing and woodworking. 
Masks are described in _ bulletin 


A33-15. 
For More Details Circle No. 147—Page 281 


WATER FILTRATION: Johns- 
Manville, 22 East 40th St., New 
York 16, N. Y.—Illustrated brochure, 
“Get Perfect Water Clarity with Cel- 
ite Filtration,” covers filtration of 
potable water, process water and 
plant wastes. Brochure explains how 
diatomite filter helps remove colloids 
and other suspended impurities, shows 
the adaptability of powders to various 
types of filter designs, and cites rep- 
resentative installations where the fil- 
ter is being used. 

For More Details Circle No. 148—Page 281 


REPRODUCTION MATERIALS: 
Graphic Reproduction Division, East- 
man Kodak Co., Rochester 4, N. Y.— 
Materials available for the prepara- 
tion and reproduction of drawings and 
documents are described in detail in 
booklet, ‘‘Kodagraph Reproduction 
Materials.’”’ Two-page materials sce- 
lection chart is designed to help in 
selecting film and paper best suited 
to any job. 

For More Details Circle No. 149—Page 281 


SHELL CORES: Shallway Corp., 
Connellsville, Pa.—Bulletin on _ shell 
cores describes how to produce shell 
cores for experimental purposes with- 
out special equipment and offers tech- 
nical advice on blowing shell cores 
with shell core blowing equipment 
Bulletin also covers design of core- 
boxes, blowing temperatures, sand- 
resin mixes, blow pressures, wall 
thickness, core removal techniques 
and shell core costs. 

For More Details Circle No. 150—Page 281 


INVESTMENT CASTING: Surface 
Combustion Corp., Toledo 1, O.—Bul- 
letin SC-170, ‘‘Gas-Fired Furnaces 
for Investment Casting,’ tells how 
gas-fired furnaces provide uniform 
mold heating, accurate time-tempera- 
ture cycles and simple burner control. 
A typical five-zone continuous fur- 
nace is diagrammed. 

For More Details Circle No. 151—Page 281 


FILLET MACHINE: Glover Mfg. 
Co., 735 Mohican Pl., Meadville, Pa. 
—Bulletin contains application infor- 
mation and photographs’ showing 
corebox and fillet machine perform- 
ing a variety of intricate cuts. Safety 
features, setup and operational cata, 
specifications and accessories also 
are covered. 

For More Details Circle No. 152—Page 281 


PICKLING: International Nickel 
Co., 67 Wall St., New York 5, N. Y. 
—Booklet, ‘Equipping the Pickle 
House,” is a practical guide to greater 
production in a wide variety of pick- 
ling operations. Booklet illustrates 
applications of monel in sling chains, 
yokes, special hooks, crates, racks, 
baskets, drums and other batch han- 
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Dear Reader: 


Our Editors have been having a busy summer -- it's a real 
pleasure to call your attention to several editorial reports which 
FOUNDRY will bring you this fall. 





In this issue, for instance, there appears the full story 
on CHEVROLET'S NEW GRAY IRON PRODUCTION FOUNDRY AT TONAWANDA. You 
"can't miss" this outstanding report and light metal foundrymen 
will be rewarded for reading AUTOMATIC CASTING OF ALUMINUM EMPLOYS 
CONTINUOUS MELTING. Check Contents (page 3) for exact location. 


Are you a "brass foundryman?" 





The new series by Harry St. John (foundry superintendent, 
Crane Co., Chicago, for many years until his retirement recently) 
will very likely be the most significant nonferrous articles pub- 
lished for many years! No. 2 article, "Selecting Ingot and Scrap 
in the Brass Foundry," is in this issue «= next month, he will 
discuss, "MELTING FURNACES IN THE BRASS FOUNDRY." 





Shell molding! 





Everyone's interested in this important new process which 
is the reason why Associate Editor Bob Herrmann's report on 
LYNCHBURG FOUNDRY'S NEW SHELL MOLD FOUNDRY appears next month! 





In November, we will feature another joint report of our 
Editors and Market Research Staff -- INVENTORY OF FOUNDRY MATERIALS 
HANDLING EQUIPMENT. A companion report to last year's foundry 
equipment inventcry, this report will be of interest to foundrymen 
with material handling problems: most of us, in other words. 





As always, each monthly issue brings you the LATE NEWS INSERT 
(page 32) and from 95 to 105 pages of news and information gathered 
exclusively for foundrymen! Fecture stories scheduled fcr later 
appearance include, "Use of ZIRCOI] SANDS in Making Large Castings;" 
"Castability of ALUMINUM ALLOYS:" "Impurities in COPPER=BASE ALLOYS." 





It is a pleasure to serve you! 
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Electric or Fuel Fired 


Continuous or Batch Types 
We build the furnace to fit the job 





Charging end of an EF continuous special 


atmosphere furnace handling short cycle 
malleable castings. Shows 2 baskets of cast 


ings ready for pushing thru furnace in 2 


parallel rows. The castings are uniformly 


treated in a special atmosphere produced by 
packing 


an EI material is 


generator ho 





A battery of large EF fuel fired batch 
tvpe furnaces with quenching equipment 
Gantry crane handles large castings or other 
products into and from the furnaces or 
quench. This type also used for annealing, 
normalizing and other heating and quench 
ing processes on weldments, forgings, plate, 
coiled strip and other products. 
ee 






oe hee eS 
1) Macaca, : i — 
fee: 
gas fired bulkhead, car bottom 
and door 





Large Ek 
type furnaces with motorized car 


operating equipment and automatically con 
trolled heating zones are used for uniformly 
relieving 


annealing large castings, stress 
weldments and other processes. 
Foundry Bulletin 
No. 461 
shows typical installations 
of EF Gas-fired, Oil-fired 
ond Electric Furnaces 


Send for a copy today! 










THE ELECTRIC FURNACE CO. 


Saber - Cle 
GAS-FIRED, OIL-FIRED AND ELECTRIC FURNACES 
FOR ANY PROCESS, PRODUCT OR PRODUCTION 


Canadian Associates 
CANEFCO LIMITED @ Toronto 1, Canada 
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dling accessories and in hold-down 
rolls, lifting arms, pinch rolls, tank 
guides and other parts exposed to 
corrosive conditions in continuous 
pickling lines. 

For More Details Circle No. 153—Page 281 


HYDRAULIC STANDARDS: Mil- 
ler Fluid Power Co., 2040 North Haw- 
thorne Ave., Melrose Park, Ill.—Re- 
vised J.I.C. hydraulic standards for 
industrial equipment is compiled in 
20-page illustrated pamphlet. Also in- 
cluded are recommended practices 
on hydraulic packings and seals, ex- 
amples of packing code _ identifica- 
tion, sample circuit using J.I.C. sym- 
bols, glossary of terms and other in- 
formation. 

For More Details Circle No. 154—Page 281 


BLAST CLEANING: Wheelabra- 
tor Corp., 1102 South Byrkit St., 
Mishawaka, Ind.——Airless blast clean- 
ing operations which are employed 
in the manufacture of electric 
parts are covered in bulletin 834. It 
presents four case histories on clean- 
ing metal castings for electrical ma- 
chinery, deflashing compression mold- 
ed plastic components and surfacing 
electric line and cable fittings. 

For More Details Circle No. 155—Page 281 


FOUNDRY SERVICES: Spring- 
field Bronze & Aluminum Co., Page 
Blvd. and Hendee St., Springfield, 
Mass.—Bulletin illustrates the serv- 
ices, scope of operation and types of 
work handled by foundry specializing 
in bronze, aluminum and magnesium 
casting. Firm offers planning advice 
and engineering design service, main- 
tains an experimental and develop- 
ment department as well as a fully 
equipped pattern shop. 

For More Details Circle No. 156—Page 281 


DC WELDER: Vickers Electric Di- 
vision, Vickers Inc., 1815 Locust St., 
St. Louis 3, Mo.—Construction and 
operation features, performance 
charts, electrical specifications and 
ratings, dimensions and weights, and 


optional accessory equipment for 
magnetic amplifier rectifier direct 


current welder are provided in bul- 
letin 7000. 
For More Details Circle No. 157—Page 281 


SPECTOGRAPH: Baird Associates 
Inc., 33 University Rd., Cambridge, 
Mass.—Three-meter concave grating 
spectograph provides wave-length 
coverage in single exposure, which 
is double that of previous models. 
Complete operating details and spe- 
cifications for this unit are provided 
in bulletin 52. 

For More Details Circle No. 158—Page 281 


GAS SOLENOID VALVE: Auto- 
matic Switch Co., 391 Lakeside Ave., 


Orange, N. J.—General description, 
application and operation data on 
low-pressure gas solenoid valve is 


offered in bulletin 743. 

For More Details Circle No. 159—Page 281 
CONTROL SYSTEMS: Barber-Col- 

man Co., Wheelco Instruments Divi- 


sion, Rockford, Ill.—Control terminol- 
ogy, rules to use as a guide for se- 





Produce More 
Top Qualit 


Castings 
with 
Top Qualit 


FOUNDRY 
MATERIALS 


Use these Time-Tested 
Products for Best Results 


SAND 
Portage (Wis.) Silica 
Century Molding 

* Ottawa Blackhawk Silica 
Muskegon Lakesand 
Tenn. & Ind. Molding 
Utica Crude Silica 
Silko Molding 

* Zircon Sand, Flour and Wash 
Berlin Coresand 
Red Flint Annealing 
New Jersey Molding 
Gallia Red Molding 
Albany Molding 


BONDING CLAYS 
* Volclay, MX-80 (Granular) 
* and Panther Creek Bentonite 
* Goose Lake Fire Clay 
* Grundite Bonding Clay 


ABRASIVES 

Tru-Steel Steel Shot 
* Malleabrasive Shot and Grit 
* Certified Shot and Grit 
* Blackhawk Sand Blast Sand 
* Super-Titan Nozzles 


REFRACTORIES & MISC. 
Cargan Cupola Gun Mix 
Firegan Ganister 

* Microsil Silica Flour 
Fluxing Limestone 

* Five Star Wood Flour 

* Sultron Foundry Flux 
Fluorspar—Lump & Gravel 
Wood—Slabs & Edgings 


* Whse. Stocks carried 


CARPENTER 
BROTHERS 


INCORPORATED 
Main Office: 606 W. Wisconsin Ave. 
MILWAUKEE 3, WIS. 


Tel. BRoadway 6-0140 
BRANCH OFFICES 


ST. PAUL, 5 MUSKEGON 


1803 Princeton Ave. 1209 Moulton $t. 
Tel. EMerson 6312 Tel. 4-7248 
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lection of a proper method of con- 
trol for process characteristics and 
an explanation of various types of 
control systems, ranging from two- 
position “on-off” to proportional po- 
sition with automatic reset, are cov- 
ered in bulletin F6149-2, ‘‘Tempera- 
ture Control Systems.” 

For More Details Circle No. 160—Page 281 


GEAR DRIVES: Link-Belt Co., 307 
North Michigan Ave., Chicago 1, Ill. 
—tLine of parallel shaft gear drives 
is described in 32-page book No. 2619. 
Thirty-nine standard size drives to- 
gether with complete line of base- 
plates and built-in backstops are 
listed. Engineering data, simplified 
horsepower tables, dimensions and 
overhung load capacities for selection 
of shaft drives also are included. 

For More Details Circle No. 161—Page 281 


HAND LIT TRUCKS: Barrett- 
Cravens Co., 628 Dundee Rd., North- 
brook, Ill.—Single-stroke hand lift 
trucks with line drawings po‘nting 
out their distinctive features are cov- 
ered in bulletin 555-1. A number of 
operating views are included, as are 
special models for specific applica- 
tions. 

For More Details Circle No. 162—Page 281 


SOLENOID VALVES: A-P Con- 
trols Corp., 2450 North 32nd St., Mil- 
waukee 45, Wis.—Information on se- 
lection, features, coil construction, 
lift ratings, coil frequencies, liquid 
capac'ty and typ‘cal applications of 
a range of solenoid valves is pre- 
sented in form RS141. 

For More Details Circle No. 163—Page 281 


INDUSTRIAL TRUCKS: Baker- 
Raulang Co., 1260 West 80th St., 
Cleveland, O.—Tables of dimensions, 
capacities, we'ghts, lift height and 
other specifications for each model, 
series and type of industrial trucks 
in the company’s line is included in 
bulletin 54B. 

For More Details Circle No. 164—Page 281 





MAGNETIC EQUIPMENT: Eriez 
Mfg. Co., Erie, Pa.—Bulletin B-207 
describes line of magnetic equipment 
designed primarily for conveying and 
controlling steel and separating, re- 
trieving and purifying ferrous ma- 
terials for the metalworking industry. 
For More Details Circle No. 165—Page 281 


DRY-TYPE TRANSFORMERS: 
Allis-Chalmers Mfg. Co., 1032 South 
70th St., Milwaukee, Wis.—Totally- 
enclosed dry-type transformers with 
NEMA Group 38 class insulation for 
indoor or outdoor applications are 
described in bulletin 61B8222. 

For More Details Circle No. 166—Page 281 


MECHANICAL SEAL: Garlock 
Packing Co., Palmyra, N. Y.—Sec- 
tional drawings, charts and diagrams 

f mechanical seals for use on rotary 
shafts is contained in bulletin AD-150. 
For More Details Circle No. 167—Page 281 


LUBRICATION PUMPS: Trabon 
Engineering Corp., 1814 East 40th 
St., Cleveland 3, O.—Bulletins 5531, 
5933, 5535 and 5537 describe a par- 
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Dear Reader: 


Don’t miss Harry St. John’s articles for brass foundrymen! 
The second in the series for copper-base alloy producers ap- 
pears in this issue, page 154. The author, formerly super- 
intendent of nonferrous foundries, Crane Co., Chicago, is 
widely known as an authority in his field. 
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CLAYTON SILICA CO. 





FOR SHELL MOLDING & D PROCESS 


Producers of 8 
uniform Silica 

sands. 

Try our “C” special 
St. Peter Silica 

Write for free samples 


General offices: Lafayette Building, Waterloo, lowa 
Plant: Clayton, lowa 














MOVE ANY TYPE OF FOUNDRY SAND 
OR ADDITIVE FROM MULLER 10 
HOPPER IN SECONDS Automatically! 


WITH 





Write TODAY—for New Catalog! 


that will show how you can in- 
crease production and save costly man 
hours by installing a Whirl-Air-Flow, 
push-button controlled, pneumatic pipe- 
line system. 


WHIRL-AIR-FLOW CORPORATION 


4937 W. FULLERTON AVENUE, CHICAGO 39, ILi., TELEPHONE BErkshire 7-0444 
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ticular series of lubrication pumps 
giving a detailed description of de- 
sign features, with diagrams and op- 
erating specifications of each type. 
Oil and grease reservoir assemblies 
are illustrated; dimensions and ca- 
pacities are tabulated. 

For More Details Circle No. 168—Page 281 


WELDING ALLOYS: Eutectic 
Welding Alloys Corp., 40-40 172nd 
St., Flushing 58, N. Y.—Folder TIS 
2496 discusses applications for low 
heat input metal joining on all base 
metals. Procedures for many common 
metal joining jobs are covered. Tech- 
niques and alloy recommendations 
are given for cast iron repair with- 
out preheat and for joining steels 
with extremely high joint strengths. 
For More Details Circle No. 169—Page 281 


WET DUST COLLECTOR: Pang- 
born Corp., 1400 Pangborn Blvd., 
Hagerstown, Md.—Photographs, line 
drawings and tables in bulletin 919 
give data on counter-current, wet 
dust collector of tower construction. 
Action of the patented vanes in dis- 
persing liquid to obtain increased ca- 
pacity in reduced space is described. 
For More Details Circle No. 170—Page 281 


PH METER: Photovolt Corp., 95 
Madison Ave., New York 16, N. Y.— 
Line-operated pH meter featuring in- 
dicating meter of 7-in. scale length 
covering the entire pH range from 
0 to 14 without switching and with- 
out reversal of the pointer travel, is 
described in bulletin 105. Instrument 
can be furnished as a portable model. 
For More Details Circle No. 171—Page 281 


CONTROL SYSTEM: Security 
Controls Inc., Dept. 6G, 255 Frank- 
lin St., Buffalo 2, N. Y.—Electrical 
control system for predetermined re- 
peat or nonrepeat cycle on any ma- 
chine with a mechanical tripping 
mechanism is described in bulletin 
55-1. 

For More Details Circle No. 172—Page 281 

VIBRATING CONVEYOR: § Gif- 
ford-Wood Co., Hudson, N. Y.—Vi- 
brating conveyor is described and 
illustrated in 4-page bulletin, with an 
explanation of its operation and fea- 
tures that make it adaptable for 
handling flakes, chips, grains, pow- 
ders or similar bulk materials. 

For More Details Circle No. 173—Page 281 


FLEXIBLE SHAFT MACHINES: 
Wyzenbeek & Staff Inc., 223 North 
California Ave., Chicago 12, IIl.- 
Catalog 55 describes line of flexible 
shafts, flexible shaft machines, saw 
attachments, hole cutters, sanders, 
arbors, adapters and related items. 

For More Details Circle No. 174—Page 281 


INDUSTRIAL HEATING: Michi- 
gan Oven Co., 415 Brainard, Detroit 
1, Mich.—‘Handbook of Oven Facts” 
is designed to provide plant manage- 
ment and engineers with basic con- 
cepts of industrial heat processing 
and heat control. 

For More Details Circle No. 175—Page 281 


COMPARISON CHART: Electrode 
Division, McKay Co., 326 McKay 
Bldg., Pittsburgh 22, Pa.—Compari- 


FOUNDRY 

















Builders 
Budgit' 
ng spe 
Hancoc 
lief Valy 
Industrie 





Septe 




















MANNING) 


Builders of ''Shaw-Box'' 








LIFTS 1/2-TON LOAD 
30 FEET A MINUTE 
TO REDUCE COSTS 


Fast load-handling brings big, permanent 
savings to many phases of foundry work. 
The performance of the Series "600" 
‘Load Lifter' Electric Hoist proves it 
every day! Push-Lutton control provides 
quick hoisting action. One hand is al- 
ways free to guide the load! Accurate 
spotting is easy. More loads can be 
handled per hour without muscle strain. 
Spur gearing and anti-friction bearings 
assure smooth, efficient operation. From 
24-volt protection at the push-button to 
synchronized motor and load brakes to 
non-fracturing hook, the Series '600" 
‘Load Lifter’ has every safeguard for 
man, load and hoist. 


If continuous, small load handling upsets 
your production schedules and increases 
operating costs, get acquainted with the 
tough, heavy-duty Series "600" ‘Load 
Lifter’ Electric Hoist. Learn how this 
powerful hoist increases your production 
time and saves money. Capacities: !/2 
and | ton in lug, hook and push-type 
trolley suspensions. Get details from your 
nearby "Shaw-Box' Distributor or write 
us for Bulletin 408. 


Loa Lp. 


ELECTRIC HOISTS 


MANNING, MAXWELL & MOORE, INC. 


MUSKEGON, MICHIGAN 


and ‘Load Lifter’ Cranes, 
Budgit' and ‘Load Lifter’ Hoists and other lift- 
g specialiies. Makers of ‘Ashcroft' Gauges, 
tancock' Valves, ‘Consolidated’ Safety and Re- 
ef Valves, ‘American’ and 'American-Microsen' 
dustrial Instruments, and Aircraft Products. 


MAXWELL) 


[MI 


| 
| 
| 
#| 
TRADe Manx |) 
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son chart lists electrode classifica- 
tions and all major manufacturers’ 
electrodes which fall into each indi- 
vidual class. Chart is intended for 
welding engineers, supervisors and 
purchasing personnel in matching 
brand name electrodes with the 
A.W.S. class or the A.I.S.I. grade. 

For More Details Circle No. 176—Page 281 


POSITIONERS: Worthington 
Corp., Harrison, N. J.—Bulletin R- 
1700-B15 outlines seven basic points 
for consideration in selection of po- 
sitioners for various operations as 
welding, coating, surfacing, chip- 
ping or others where handling and 
positioning of work is required. 

For More Details Circle No. 177—Page 281 

MAGNETIC BRAKES: 
Magnetic Inc., 612 South 28th St., 
Milwaukee 46, Wis.—Bulletin 226-D 
covers standard line of magnetic 
brakes and clutches with selection 
data and specifications of a compan- 
ion line of magnetic brakes for re- 
rated NEMA frame sizes. 

For More Details Circle No. 178—Page 281 


CYLINDERS AND VALVES: Mod- 
ernair Corp., 400 Preda St., San Lean- 
dro, Calif.—Catalog provides dimen- 
sion drawings, installation, operat- 
ing and technical data on full line 
of air and hydraulic cylinders, valves 
and packaged units. 
For More Details Circle No. 


SEALING RINGS: Precision Pis- 
ton Rings Inc., 1417-1423 Commerce 
Ave., Indianapolis 1, Ind.—Technical 
data and descriptions of the physical 
properties of alloys used in company’s 
unbreakable piston and sealing rings 
are discussed in technical brochure. 
For More Details Circle No. 180—Page 281 


Stearns 


179—Page 281 





FOUNDRY reprints 


The CO, Process ... Its Use tn 
British Foundries by Arnold Tipper 
describes the techniques used _ suc- 


cessfully in several British foundries 
for production of cores and molds by 
the carbon dioxide 
For a Free Copy Circle No. 


Midwest Foundry Specializes in 
Centrifugal Casting by Edwin Bremer 
details processes used at Sandusky 
Foundry & Machine Co., Sandusky, 
O., in making a wide range of hollow 
cylindrical tubes which vary in size 
from 3 to 54 in. in diam, up to 27 
ft in length and from 25 to as much 
as 60,000 Ib in weight. Both ferrous 
and nonferrous alloys are cast. 
182—Page 281 

Automated Molding Line by Robert 
H. Herrmann pinpoints production 
methods for automated and semiauto- 
mated molding lines as well as related 
foundry sections of the gray iron 
foundry of Central Specialty Divi- 
sion, King-Seeley Corp., Ypsilanti, 
Mich. Gray iron castings are used in 
small woodworking tools and as auto- 
motive parts. 

For a Free Copy Circle No. 


pre cess. 
181—Page 281 


For a Free Copy Circle No. 
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CORE BOX VENTS 


“A Specific Type for 
Every Core Box’’ 


SLOTTED 


X-TRA DEEP 
HEAD .156 
Wide Slots .014 


DEEP HEAD 
.093 
Wide or Narrow 
Slots ‘ 
.014 .010 


SHALLOW HEAD 
.031 
Wide or Narrow 


nin 


.014 .010 
SQ \MACHINED- GROUND 
SSK PARTS UZ 






nothing takes 
the place of 
PRECISION 
and 
PERFORMANCE 


DRILL 
INSERTING 


e MOST ECONOMICAL 
METHOD for 
INSERTING 


COREVENTS © 
e CORRECT fa 


DEPTH = / 


wr 





¢ UNIFORMITY 
OF HOLES 
” @ FASTER 
INSERTION 
OF VENT ow 


-_ 
si 


VENT 
CLEANER 
e FOR CLEANING SLOTS 
° MADE OF TEMPERED STEEL 
4 e EASY TO USE 


C.M.IJMILLIE & CO, 


1124 WOODWARD HGTS., FERNDALE 20. MICH 











Magnetic Drum Salvages Aluminum 


ALUMINUM BORINGS mixed with iron tailings are be- 
ing salvaged with a permanent, nonelectric magnetic drum 
by W. F. Jobbins Co., Aurora, Ill. With the equipment 
formerly employed, 
tailings had to be 
rerun during week- 
ends at a cost of four 
to eight overtime 
man-hours per work- 
ing day. The new 
unit, made by Eriez 
Mfg. Co., Erie, Pa., 
eliminates reruns 
entirely. 

The same_ unit 
solved a somewhat 
different problem at 
Detrex Corp., De- 
troit. This firm pro- 
duces degreasers and . 
dry cleaning equipment and has to blast surfaces with 
either steel or aluminum oxide grit to provide the prop- 
er bases for various coatings. 

Two blast rooms are located side by side and utilize a 
common access pit for conveyors, elevators and other 
equipment. Since even a slight contamination of either 
blast material by the other results in inferior finish, large 
quantities of both frequently had to be discarded. Installa- 
tion of a drum separator where it can be used for 8-hr 
periods, alternately, has resulted in substantial cost sav- 
ings and high quality finishes. 

For More Details Circle No. 203—Page 281 
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Cast Stainless Helps Produce Antibiotics 


STAINLESS STEEL castings are playing an important 
part in the production of antibiotics as pumps, valves 
Cast stainless components at the Chas. 
Ssrooklyn, N. Y., large manu- 


and fittings. 
Pfizer & Co. plant in 





facturer of terramycin, resist dilute sulphuric acid and 
other corrosives as well as frequent sterilization with live 
steam. 

The plug valve illustrated here is cast of CF-8 type 
alloy (naminal composition: 19 per cent Cr, 9 per cent 
Ni and 0.08 per cent C max), the “general purpose” 
corrosion-resistant grade. It also is widely used in 
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dairy processing equipment. Other parts are cast of 
CF-8M alloy (nominal composition: 19 per cent Cr, 10 
per cent Ni, 2.5 per cent Mo and 0.08 per cent C max), 
which has good resistance to reducing corrosive media 
and is substantially more resistant to pitting corrosion 
than the CF-8 grade when exposed to solutions contain- 
ing chlorides. Supplier of the valves is Tri-Clover Ma- 
chine Co., Kenosha, Wis. 

For More Details Circle No. 204—Page 281 


Fittings Foundry Installs Mold Blowers 


MARKING THE FIRST such installation, Beardsley & 
Piper Division, Pettibone Mulliken Corp., Chicago, has 
inctalled two of its mold blower units in a fittings found- 
ry as a part of a complete production molding unit. The 
unit comprises complete facilities for the preparation of 
sand, mold blowing, pouring, cooling, shakeout and sort- 
ing. 

The first weeks of pilot operation indicate that casting 











quality is on a superior level. Currently, 2-in. pipe fittings 
are being made on the machine, but other sizes also will 


be produced. 
For More Details Circle No. 205—Page 281 


Graphic Signals Raise Production Quality 


PRCDUCTION QUALITY levels are said to be con 
trolled and raised with the aid of a graphic signal made 
of Bakelite rigid vinyl sheet. Posted in clear view of a 
worker, the device 
tells him what the 
quality level of his 
work is. The vinyl 
resists moisture, oils 
and most chemicals, 
cleans with a damp 
cloth and does not 
warp or support 
combustion. 

When samples of 
a worker’s output 
have been inspected, 
the quality level is 
charted by the in- 
spector (top view) 
on a chart of graph 
paper held by the 
worker’s ‘quality scope.” A sliding signal arm at the 
top is set to measure the product quality level with the 
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You’d need several machines to do 


all the different jobs possible on one 


BOKOE No. 3 Universal Miller 


i 

| For non-ferrous, cast iron and alloy steel tooling, 
patterns and production to close tolerances. 

Use it for radial drilling = ¢@-— 


' in addition to vertical 
milling, universal milling 
and boring up to 117%”. 


@ Column swivels 180° in 
either direction 6 


@ Milling head swivels 90° 
in either direction 


@ 3742” throat 


@ Distance between table 
and spindle head 0-371” 


@ Rotary table handles 
bulky work up to 8’2” 


@ Weight 712 tons 








mo €y 





Smaller models, too. 
Write for complete details. 


KURT ORBAN company, nc 


38 Exchange Place, Jersey City 3, N. J. 


Chaplets 


. . extensive line, 
many patented and 
exclusive features. 














WDUSTRIAL 
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Pattern Plates 


... aluminum and Dowmetal 


Complete information in Catalog No. 16 
’ and other literature sent on request 











: Manufactured by 


eer & EQUIPMENT CO., INC. 


BUFFALO 7, N. Y. 


211 CHANDLER ST., 
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CUT A BIG SLICE 


Out of Your Operating Costs! 


Handling costs average 30% of total manufacturing cost 
in most industries today! To meet current competitive con- 
ditions, manufacturers are analyzing their handling opera- 
tions to cut costs wherever possible. Almost without 
exception, the answer to the problem is found through the 
use of automated production handling equipment. 
Service Conveyor Company can help you determine how 
you can cut handling costs in your operation, and how 
far it is practical and profitable to go! Drawing upon our 
twenty-five years of experience in the field of practical 
automation, we can engineer, manufacture and _ install 
automated facilities that will meet your specific require- 
ments. 

Service-engineered automation does not mean installing all 
new equipment. We utilize your existing facilities, supple- 
menting them with the additional equipment required for 
automated production flow. At your request, a Service 
engineer will gladly visit your plant, and discuss your pro- 
duction problems. There’s no obligation. Write or phone 
today. 


SERVICE CONVEYOR CO. 


7764 BRYDEN AVENUE, DEPT. 49 
DETROIT 10, MICHIGAN 










Engineered Auvtomation—Ideas, Methods and Experience 
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standard of expectancy (bottom view). If quality con- 
trol levels are within control limits, the signal arm ex- 
tends from the left of the scope and shows green. If 
they are out of control, the signal arm extends from 
the right and shows red. 

The quality scope is manufactured by Graphic Calcu- 
lator Co. and distributed by R. G. Bock Engineers, 
Chicago. 

For More Details Circle No. 206—Page 281 


Giant Magnetic Pulley Reclaims Iron 


WHAT IS BELIEVED to be the largest magnetic pulley 
in the world has been manufactured by Stearns Magnetic 
Inc., Milwaukee. The unit is an electro pulley 60 in. in 





diam with a 60-in. magnetic face. We don’t know the 
young lady’s dimensions, but she’s pretty magnetic, too. 
More than 17 miles of copper wire was used to wind 
the coils of the magnet. The pulley weighs over 24,000 
lb and is supported on a shaft 8 in. in diam. Installed 
as a head and drive pulley on a conveyor 60 in. wide, 
it is used to reclaim iron from slag. 
For More Details Circle No. 207—Page 281 


Scanner Controls Process Variables 


AN ELECTRONIC “WATCHDOG” which makes it pos- 
sible to test and control continuously an unlimited num- 
ber of industrial processes from a single vantage point 
has been developed by Fielden Instrument Division, Rob- 
ertshaw-Fulton Con- 
trols Co. 

Called an indicat- 
ing scanner,’ the 
new instrument 
monitors a variety 
of process variables 
involving level, tem- 
perature, thickness, 
mechanical move- 
ments, _ tolerances, 
weight and _pres- 
sure. It keeps a 
steady check on 6, 
12, 24, 48 and more 
steps in a manufac- 





turing process, the company states. 

The speed of scanning depends largely upon the num- 
ber of points to be checked, with a maximum rate of 
one point per second. Where a process strays beyond the 
preset control zone, the scanning stops at that point 
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and actuates an alarm or flashes a signal. The indicator 
dial shows the extent of the deviation. Associated con- 
trol systems may correct the condition automatically. 
For More Details Circle No. 208—Page 281 


Oven Handles Ladle Stopper Rods 


PREHEATING, DRYING AND STORING ladle stopper 
rods was a melting room problem for many years at 
A. Finkl & Sons, Chicago, producers of die steel, electric 
furnace steel, etc. 
Used to plug the 
bottom nozzle of la- 
dles which transfer 
molten steel from 
furnaces to molds, 
the rods are 1%-in. 
steel bars 11 ft long 
which are protected 
by nine’ ceramic 
sleeves 64 in. thick. 
They weigh 241 Ib 
each. 

If the rods are al- 
lowed to cool and 
collect moisture be- 
fore insertion into : 
a ladle, contact with molten steel atinkeus them, allowing 
the metal to cut the stopper rod. 

Production personnel at the plant decided to try out 
a Jensen Specialties conveyorized, infrared oven to ac- 
complish both storing and preheating in a single opera- 
tion. This unit is reported to represent a great improve- 
ment over previous methods. It holds heat at constant 
uniformity with little maintenance. 

For More Details Circle No. 209—Page 281 








New Technique Increases Chain Strength 


NEW METHOD for welding sling chain links calls for 
inserting and welding separate pieces of steel between 
the butted ends of each formed link. Weld area is in- 
creased 225 per cent, and the weld is said to be stronger 
than the chain link itself. In addition, the inserted metal 


eT VA 





becomes a stop midway in the link, so that kinking is 
impossible and the chain always hangs straight. 

In the view shown here, a %-in. chain is handling 4 
35,000-lb casting for use as a jaw crusher for rock and 
ore. Even when used on rough castings, the chain de 
velops very little denting or burring of the links, it is 
claimed. For high-temperature use, the chain is manu 
factured in stainless and super stainless steel analyses 
which resist scaling until about 1500 and 1800° F, respec- 
tively. Both stand up under acids normally used in pick- 
ling. Manufacturer is American Chain & Cable C 
Bridgeport, Conn. 

For More Details Circle No. 210—Page 281 
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ROTARY TOOLS 


backed by ELGINS reputation 
for quality oa 


Here is a new performance-tested 
line bul and rotary files, car 
bide or high-speed steel, anes 
and sizes to meet every need. 
They’re precision-made and 
proudly marked with the Golden 
(Oli gel k= Wa dan) ole) Roh mel-sel-laler-Jeli-m am clin 
yuality. Write for your copy of the 
‘‘Golden-Circle’’ booklet today! 


FREE BOOKLET 


ELGIN NATIONAL « Bi WATCH COMPANY 


ELGIN, ILLINOIS 





Take advantage of 


I-Fl 


Reproduction 





Low scrap factors are built into every Acme 
pattern through 30 years of experience serv- 
ing the major industries of American busi- 


ness. 


WOOD AND METAL 


PATTERNS 


Acme Aluminum Alloys, Inc., Dayton, Ohio 


September 1955 


Foundries and their customers agree.. 


SHELL MOLDING 
G-E SHELL RESINS 





(CULAS (GUSSIES 


BRONZE DOOR CASES— 
“Machining and 
polishing cut 50%” 


4 
o~, 


YOKES— 
“Production time 
cut 56%— 
finishing costs 50%” 


NICKEL-BRONZE 
DRAIN HEADS— 


“Costly thread-cutting 
eliminated” 





PUMP BODIES— 
“Machining reduced or 
entirely eliminated” 


Why are so many foundries turning 
to shell molding? Why are so many 
of their customers specifying she il- 
cast parts? The answer is simple: 
Shell molding cuts costs. Smoother 
surface finish, greater dimensional 
accuracy, and greater yield per man- 
hour are among its advantages over 
conventional sand-casting methods. 
(Note the brief testimonials—from 
G-E files—that tell the story! ) 


Ask G. E. about shell molding 
General Electric offers a number of 
foundry products to help you get 
maximum benefits from shell mold- 
ing: G-E phenolic shell-molding 
resins to form light, dimensionally 
accurate molds...G-E silicone part- 
ing agents to secure quick, easy re- 
lease of molds from patterns...G-E 
phenolic bonding resin to cement 
shell halves together. 


FREE BOOKLET AVAILABLE 


How can shell molding help YOU? 
General Electric, a major supplier of 
resins and release agents for the 
shell-molding process, has prepared 
an informative 28-page booklet tell- 
ing about the techniques and bene- 
fits of this new foundry method. For 
a free copy of G-E Shell Molding 
Manual, just write to General 
Electric Company, Section 522-4, 
Chemical Materials Department, 
Chemical and Metallurgical Divi- 
sion, Pittsfield, Massachusetts. 





Progress /s Our Most Important Product 


GENERAL @@ ELECTRIC 
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..- about punched cards 


Collecting market data on punched cards is 
not unusual today. 


Using these cards as we do to match industrial 
publication coverage to the number of worth- 
while establishments is unusual. 


Reporting coverage figures to advertisers on 
the Standard Industrial Classification* (S.I.C.) 
basis was distinctly a PENTON development. 
We are glad to see that more and more pub- 
lishers are swinging over to this modern 
method of circulation analysis. 


Plant counts will some day be required from 
all industrial publishers. Many progressive 
media buyers request them now. Without this 
information the advertiser is “‘flying blind” 
because he has no means of checking the 
number of worthwhile units covered (or 
missed) by a business magazine. 


When you’re using a PENTON publication 
you know how many worthwhile units ar 
reached. Coverage reported on the S.I.C. basis 
enables you to measure it in relation to the 
total number of units. You can evaluate the 
proportion of the market buying power you 
are reaching, because information on size or 
type of establishments is also reported. 


The ability to buy coverage in this modern 
way is just one of the extra values you get 
when it’s a PENTON publication. 


*All manufacturers use this system in reporting to the U. S. 
Bureau of the Census. 


the PEN T ON 


Publishing 


PENTON BUILDING ¢ CLEVELAND 13, OHIO 


... but there is 
about the way 


PENTON 


uses them 


Company 











@ HANDLE SAND 
WITHOUT LEAKAGE 


@ HANDLE COKE WITH 
MINIMUM DEGRADATION 


with the same BLAW-KNOX 
DUAL-PURPOSE FOUNDRY BUCKET 








BLAW-KNOX “Shark Tooth” | 
Single-Line Hook-On Buckets 
cut the cost of rehandling coke, 
coal, sand, and small limestone 
because one bucket, with easily | 
attached or removable liner | 
plates, is all you need. With the 
plates attached, fine granular 
materials are handled without 
leakage. Without the liner plates, 
the “shark teeth” literally finger 
their way through the coke, so 
it may be handled with mini- | 
mum degradation. Hook-On | 


feature permits quick detaching | 
for change to magnet. 





Above — Rated 1-cu. yd. closed 
head type Blaw-Knox "'Shark- 

Tooth’ Bucket, without liner 
plates, reeved 2- sagt rd 13'6" 

headroom. Range of sizes for 
every requirements. 


Right— This open head type 
Blaw-Knox Bucket, rated 1-cu. 
yd., is equipped with liner 
plates for rehandling sand, 
coal, limestone, etc. Shown 


No. 4 DAYTON RING VALVE 
BENCH 


RAMMER 


MORE POWER—MORE SPEED 


You’ll get more production with 
these faster, more powerful ram- 
mers and at the same time sub- 
stantially reduce maintenance 
costs. 


The Valve Units will last for years. 
The Cylinder Bores and Piston 
Rods are HARD CHROME 
PLATED which doubles the life 
of the Rammer. Many of the larg- 
est foundries in the country have 
already adopted them as standard. 
Made in six sizes to meet every 
requirement. 








Send for Bulletin 300 


DAYTON PNEUMATIC TOOL CO. 


Manutacturers of Pneumatic Tools Since 1903 








reeved “atid acd 8'9”" head- 
5 


room. Choice of sizes. 


DAYTON, OHIO 














BLAW-KNOX BUCKETS 


help solve average or unusual conditions 








FOR AVERAGE HEADROOM— 
There’s atype and size of Blaw- 
Knox Single-Line Hook-On 
Foundry Buckets to meet a wide 
range of operating conditions. 
Take advantage of the Blaw- 
Knox engineering service avail- 
able without obligation to help 
you select the bucket best 
suited to your needs. 


FOR LOW HEADROOM —This 
Blaw-Knox Single-Line Hook- 
On Bucket solves rehandling 
problems when headroom is 
extremely limited. The 34-yd. 
capacity bucket requires only 
6'7" operating headroom. Also 
available in larger sizes. 


Write for Bulletin 2232 today. 


BLAW-KNOX COMPANY 


BLAW-KNOX EQUIPMENT DIVISION 
PITTSBURGH 38, PA. 


Offices in Principal Cities 


BLAW-KNOX ‘ 


FOUNDRY BUCKETS 


THE MOST COMPLETE RANGE OF SIZES AND TYPES 
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EDWIN S. CARMAN, INC. 


LEE ROAD AT MAYFIELD 
CLEVELAND 18, OHIO 





A COMPLETE FOUNDRY SERVICE 


























“THAT GOOD" 
FOUNDRY COKE 


DEBARDELEBEN COAL CORPORATION 


2201 First Ave., North @ Birmingham 3, Ala. 
Phone 3-9135 











FOUNDRY 






































“THEY STAND THE — 


_ Home 
, ) MELTING POTS 


DB) Oy) I LO) bs 
INGOT MOLDS 


... FOR MELTING NONFERROUS METALS 





: NAV -\0) me) = WRITE FOR 
ae ee SPECIAL M-HEAT @ SCHEDULE OF 
} RESISTING IRON 40 SIZES 


es ig 
y » a FOUNDRY COMPANY 


i 2502 22nd St. Phone: Detroit 16, Mich. 
Tashmoo 5-2404 








MORE FOUNDRIES USE SHALCO 
THAN ALL OTHER SHELL CORE 
BLOWERS COMBINED! 


x *k* * 


SHALCO, producers of the world’s most widely used 
SHELL MOLDING MACHINES © SHELL CORE BLOWERS © SHELL FUSERS 


_seeittasaa' T g 
ain | 


SHALCO ENGINEERING CORPORATION Palo Alto, California 
SHALLWAY CORPORATION Connellsville, Pennsylvania 


and other major cities throughout North America 


SHALLWAY INTERNATIONAL CORPORATION Palo Alto, 


California and major cities throughout the world. 
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CLEANED THESE 
CASTINGS QUICKLY! 


Really gleam, don’t they? That’s why 
“Certified” Samson Shot and Angular 
Grit cut your blast cleaning costs. They 
do a good job and do it fast! That’s be- 
cause “Certified” Abrasives are extra- 
tough . . . offering a uniformity, con- 
trolled analysis and quality un- 
equalled in the production of 
chilled iron abrasives. The 
certificate with every shipment 












is your assurance you're getting 
the best. Cut your cleaning 
costs now—switch to ‘Cer- 
tified” Abrasives! 


ACCEPTED AND USED 
FOR OVER 60 YEARS 


PITTSBURGH CRUSHED STEEL CO. 
Pittsburgh, Pa. 


STEEL SHOT & GRIT CO. 


Boston, Mass. 





7 ouTFIT DOES ALLE 


















LADLE HEATING NOZZLE 7 
aoe 
ADJUSTABLE BURNER STAND 


CUPOLA LIGHTING NOZZLE 
\ 


, 




















Simple @ Speedy @ Economical 


HAUCK 


The many heating jobs this Hauck Foundry 
Outfit performs is positively amazing! 
Interchangeable nozzles make the equip- 


All-Purp ose ment equal to 3 separate burners. Burns 
fuel oil, kerosene or any fuel gas, with 

BURNER compressed air. No preheating; no 
carbon. Flame size instantly adjustable. 

EQUIPMENT Eliminates smoke, noxious gases, ashes. 


Write for Catalog 1043C 


HAUCK MANUFACTURING CO. 


Oil and Gas Burners for Core Ovens, 


Annealing Furnaces, Heating and Drying 
106 TENTH STREET @ BROOKLYN 15,N. Y. 











TERRE HAUTE 


SPECIAL 


FOUNDRY COKE 


A QUALITY PRODUCT 
SINCE 1922 








Sold Exclusively by 


| oI 
Repupiic Coat « Coxe Co. 
8 South Michigan Ave., Chicago 3, Illinois 


Peoria * New York © Indianapolis * Minneapolis * St. Louis 


Cleveland 
e, Indiana by INDIANA GAS & CHEMICAL CORPORATION 





FOUNDRY 


























INCREASE PRODUCTION with the 


MURPHY PISTOL SPRAYER 


alr OUTLET 







$15 
pipe size 


Any length 
4 nozzle desired 


SUCTION 


1/16” to %4” 


A squeeze of the trigger and the Murphy 
Pistol Sprayer instantly shoots a stream of black- 
ening into inner pockets that could never be 
reached by old-fashioned brush or swab method. 
Designed by a foundryman, the Murphy Pistol 
Sprayer is ideal for cleaning permanent molds— 
aluminum and other metal, and for sand blasting. 














Pipe size 1/16” 7 Y_” | “4” a Ye” | YW,” 
Price F.O.B. 15.0 | | | 
Hamilton, O. $15. 0 | $15.00 $15.00 | $17.50 |$22.00 











Prices complete with 5 ft. suction hose 


EXTRA LONG NOZZLES FOR 34” SIZE 


This size Sprayer can be furnished with nozzles up to 48” 
long for spraying ingot molds and hard to reach places 
- also available with curved nozzles up to 15” long. 


long Nozzle Sprayer............. 








We manufacture an extensive line of 
Aftercoolers (Vertical and Horizontal). 
Separators 12" to 6”. Aftercoolers 50 
cfm. to 10,000 cfm. Traps, (Air and Oil) 








lines. 





JAS. A. MURPHY & CO. unc. 


1421 HIGH STREET ‘ 





COMPLETE 
WATER 
ELIMINATION... . 
GUARANTEED 
WR: sinette 


MURPHY COMPRESSED AIR EQUIPMENT 


Shown here is a type B Automatic Separator 
guaranteed to remove all of the moisture 
and 90% of the oil from compressed air 


HAMILTON, OHIO 






NO LEAK 
NO PRIME 
——_ 


# WATER EXHAUST 


AFTERCOOLERS 
SEPARATORS 
STRAINERS 
TRAPS 


SPRAY GUNS 


PISTOL SPRAYERS 














UTR 


LIQUID 
BINDER 





For 


Robeson Process Company 
(Established 1905) 


GENERAL OFFICES: 


500 FIFTH AVENU 


QUL 





CORE WORK, SAND FACINGS, SPRAYS 


Write for pamphlets giving detailed information. Both ma- 
terials carried in stock by America’s foremost foundry jobbers 


American Gum Products Co. 


E e 


BINDER 


DRY 


(Established 1915) 


NEW YORK 18, N. Y. 
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WE 
POINT 
WITH 
PRIDE 
TO THIS 
AWARD 





» 





Merited as one of the material 
pliers for the great new line of 1955 
General Motors Cars, 

We were suppliers of more than 600,- 
000 feet—or 19 carloads—of Sugar 
Pine pattern lumber used in the de- 
velopment of these fine automobiles. 
For Kiln Dried Sugar Pine, Northern 
White Pine and Honduras Mahogany, 
ask us; we’ll ship you 100 ft. or a car- 
load. 


sup- 


——_ 














CENTRIFUGALLY CAST 


AUTOMOBILE 
CYLINDER 
LINERS 

DIESEL 

ENGINE 

LINERS 
BRONZE 
BUSHINGS 


on the new 
WATER-COOLED 
Medel M-WC 


(Illustrated) 





Utilizes low cost permanent molds of available steel tubing 

to produce gray machinable cast iron or bronze bushings. 
Water cooled molds can be maintained at either high or low temperature 
easily. High or limited production in very small space with unskilled 
labor. Completely safe for workmen. Simple, sturdy equipment. Quick 
changeover from one mold to another. Practically 100% metal yield of 
high quality, denser castings. Metal porosity eliminated. 

Write for new Bulletin # 153 Illustrating Model M-WC 


RESEARCH FACILITIES 


We have available an Experimental Foundry equipped for ferrous and 
non-ferrous melting for both vertical and horizontal centrifugal casting 
production. Our facilities are available to foundries for research or trial 
centrifugal castings at low cost. 


Centrifugal Casting Machine Co. 
P. O. Box 947 Tulsa 1, Okla. 





328 


RIETZ LUMBER COMPANY 











IN RECOGNITION of its contribution to and membership 
on a production team responsible for an achievement 
unparalleled in industrial history—the building by 
General Motors in the United States of fifty million 


motor vehicles. 


ON THE OCCASION of the production at the Chevrolet 
Assembly Plant at Flint, Michigan, this Twenty-third 
of November, Nineteen Hundred Fifty-four, of GM 
Vehicle No. 50,000,000. 


A OK Cb Aes” 


HARLOW W. CURTICE 


PRESIOENT 








FOR PATTERN SHOP & FOUNDRY 


IETZ LUMBER CO. 


PHONE COLLECT—SP 2-6008 
1810 N. CENTRAL PARK AVE., CHICAGO 47, ILLINOIS 


IVER AL REFRACTORY 
FOUNDRY SUPPLIES 


@ UNIVERSAL refractory strainer 
cores, pouring pipes, and breaker 
cores are custom-made. 


Write today, giving specifications, 
for quotation on Universal refrac- 
tory foundry items 


me UNIVERSAL 


1515 EAST FIRST STREET 


CLAY PRODUCTS CO. 


SANDUSKY, OHIO 


FOUNDRY 


























NEW accuracy...NEW safety... 
NEW ease of operation 











BA 4 TA M worm ladle gearing 


for precision iron and light metal pouring 


Industrial’s completely enclosed worm ladle gear- 
ing, formerly available only on large ladles, now 
can start turning in profitable operation for you on 
small but important pourings. 

Industrial’s policy of constant research brings you 
this dependable Bantam featuring: self locking 
worm and worm gear drive, anti-friction bearings, 
positive bearing adjustment, precision cut gears 
and positive bath type lubrication. 


The new Bantam is available for use with cylindrical 
or taper side trolley ladles with capacities as small 
as 165 pounds. 

Specifically designed to replace awkward hand 
lever operated ladles the Bantam gearing is the 
inexpensive answer to precision pouring control 
with safety. 


See your Industrial dealer about your application. 
Write factory for bulletin 18-A. 


Foundry Division 


Industrial 
EQUIPMENT COMPANY 


115 N. Ohio Street, Minster, Ohio 
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TAM zirconite’ 


FOUNDRY 
PRODUCTS 


Give you the most 
for your money / 


The finer grain of Zirconite* products ofters 
cost-saving advantages in steel, iron, bronze, 


aluminum or magnesium foundry operations. 


ZIRCONITE* PASTE WASH 


Does not fuse with molten metal. Re- 
sists metal wetting. Prevents metal 
penetration. Produces smooth casting 


surfaces. 


ZIRCONITE* FLOUR 


Used as a filler in cores. Lowers perme- 


ability. Increases refractoriness. 


ZIRCONITE* SAND 


Eliminates the problems of burning-in 
and penetration. An excellent means 
of chilling heavy sections to promote 
directional solidification and to elimi- 


nate heavy risers. 


Put the money-saving advantages of TAM* 
ZIRCONITE* products to work in your oper- 
ation. Write our New York office for detailed 
information. Discuss them with our field 


engineers 


*Registered Trademarks 


TAM 
PRODUCTS | 


Registered 


TITANIUM ALLOY MFG. DIVISION 


NATIONAL LEAD COMPANY 
Executive and Sales Offices: 
111 Broadway, New York City 


General Offices, Works and Research Laboratories: 
Niagara Falls, New York 
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would you scrap 


Half a pipe guide barrel for a 
tube mill—perfect, but 14-inch too short on 
each of the four projections... 


this casting? 


You wouldn't if you thought of Ni-Rod. 

A mistake in the pattern — and a 300-lb. casting was 
14,” too narrow in total width. 

Almost ready for the scrap heap! But nine pounds 
of Ni-Rod saved it foundry $150, too. 


First. the short projections were ground down. Then 


saved the 


three layers of Ni-Rod were laid on — with no preheat 
required, 

The final step: easy machining to the correct over-all 
width of 22” plus 0.000”, minus 0.032”. 

When you repair defective castings with Ni-Rod, you 
get sound, machinable welds easily. Ni-Rod has another 
important advantage: welds match the color of the cast 
metal closely. 

Ni-Rod® and Ni-Rod “5578 


simplify repairs, make 


(for heavier sections) 
\ ou 
can order them from your supplier in 5-lb. containers — 
16-inch diameters. 


cast iron welding easier. 


3/32-, 1/8-, 5/32-, and 3 
Do it today. And write for your copy of 
Iron Parts Quickly and Easily.” 


of the many ways others are saving money by salvagi 


“Repair Cast 
This folc le + § shows some 


1g 


al 
, 1S 
oe y . 


and repairing cast iron with Ni-Rod and Ni-Rod * 


THE INTERNATIONAL NICKEL COMPANY, INC. 
67 Wall Street New York 5, N. Y. 


INCO Welding Products 


Electrodes « Wires « Fluxes 


TRac MARE 


NI-ROD 


WELDING FLECTRODES 





Waster [Fwer 


HARD CHROMED - PORTABLE PNEUMATIC TOOLS 


DO MORE WORK AT LESS COST 


because they deliver more power per cubic foot of 
air consumed, are light in weight for easier maneuver- 
ability and they retain their new tool power longer. 


ARE PREFERRED BY OPERATORS 


because they are lighter in weight, better balanced and 
designed to reduce shock and be free from vibration. 


IF YOUR PROBLEM INCLUDES 


chipping, ramming, grinding, buffing, sanding or 
wire brushing, write us today for full particulars. 


THE MASTER PNEUMATIC TOOL COMPANY, INC. 


ORWELL, OHIO © U.S.A. 


SALES * SERVICE *# STOCK * COAST TO COAST 





TH 
HIGH SILICA QUARTZITE PEBBLES 


x**x* 
R. W. SIDLEY, INC. 











NN THOMPSON, OHIO TEL. 2701 tn 








WELDED AND BOLTED 
TYPES @ ALL SIZES e 
COMPLETE CONTROL 
EQUIPMENT © 28 YEARS 


yey) A LEADER IN MAGNETIC 
vax MATERIALS 
Ae HANDLING. 


SHORT ay 
TO PROFITS; 








THE OHIO ELECTRIC MFG. CO. » 5400 DUNHAM ROAD » CLEVELAND, 0. 


Associate Member Institute of Scrap Iron and Steel, Inc. A-9095 











GLOSSARY OF FOUNDRY TERMS 
Compiled by Ed Bremer, FOUNDRY Metallurgical Editor 
ranged in handy booklet form, it is a valuable $100 
reference for every foundryman. 48 pages. 


PENTON PUBLISHING COMPANY, Book Department 
1213 West Third St., Cleveland 13, Ohio 


This extensive glossary of foundry terms was 
compiled from a wide variety of sources. Ar- 
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Smooth, accurate patterns: 
are produced more easily with this 
compact 24-in. “OLIVER” 

Surfacer 


Easy to adjust 
and operate 
to save 
valuable time 





This “Oliver” is popular in leading pattern shops. Takes stock 
up to 24” wide, 8” thick. It feeds stock at any rate from 18’ to 
{0’ a minute at the turn of a dial. Controls are centrally located 
for operator’s convenience. Has built-in jointing and grinding 
rigs. Precision built to insure rigidity and permanent alignment 
of parts. Write for Bulletin No. 299. 


OLIVER MACHINERY COMPANY 


Founded 1890 GRAND RAPIDS 2, MICHIGAN 





NEWCOMB-DETROI 


PIONEERS IN ENGINEERING, 
MANUFACTURING & INSTALLING OF 


“Yni-Washs” 
DUST COLLECTORS 


Recirculating Water Type 
—Compact—Efficient— Proven by 
Foundry Users 


a 
“Screll-Aire” CORE OVENS 


More Air Circulation— 






























Faster Bake and For Bulletins and 
Quotations,Wire, 


Write or Call— 





Better Cores 


ESTABLISHED 1912 
e@ DETROIT DIVISION 
e GRAND RAPIDS DIVISION 


e NEWCOMB INDUSTRIES, LTD., 
WINDSOR DIVISION 


NEWCOMB- DETROIT 


5755 Russell St., 
Detroit 11, Mich. 


TR 3-2100 
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For Better 
Aluminum 
AT LOWER COST 






POTASSIUM 
TITANIUM FLUORIDE 


(K,TiF.) 






Many Advantages 
When making aluminum castings, the use of B&A 
Potassium Titanium Fluoride results in finer grain struc 
ture, with improved vield and tensile strength, greater 


elongation and better machinability .. . all leading to 


lower production costs, better products! 


Low-Cost Way of Adding Titanium 
The incorporation of titanium into aluminum alloys may 
be accomplished more economically with Potassium 
Titanium Fluoride than with other methods. 


Adding Potassium Titanium Fluoride 
Where temperatures are in the range of 1400°F, the 
Potassium Titanium Fluoride may be added straight or, 
if lower operating temperatures are employed, a mixture 
of this salt with Potassium Fluoborate, which has a lower 
melting point than straight Potassium Titanium Fluoride, 
may be used. 


And... Investigate B&A Alkali Fluoborates 
B&A Alkali Fluoborates are easily-handled purifying 
salts which the foundryman can 
use like precision tools for a wide 


Et 


> 


- 








range of purposes when casting 
magnesium, or when refining, melt- 






ing or heat-treating aluminum. 


W 
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(Chemical 


STANCARO 


For information on these a ee 
high purity chemicals, call or 


write any of the Baker & 


Adamson offices listed 


below. 


BAKER & ADAMSON Ze Cemicale 


GENERAL CHEMICAL DIVISION 
Allied Chemical & Dye Corporation 
40 Rector Street, New York 6, N. Y. 

« Baltimore ¢ Birmingham « Boston* - Brid 


- D 


Offices 
Bi 
Ja 


Albany* - Atlanta 
iffa - tt e €] 
r 


ksonville « WK 0 «+ Lo 


aro « Cleve I 
* . Min | « New York* « PI 
Pittsbu - Pro nee*® « St. Louis* « San Francisco* - ttle 
and Yah W l - In W onsir General Chen il Compa I 
In Canada: The Nichols Chemical Company, Limited . Montreal” - Toronto” - Vancouver* 
SETTING THE PACE IN CHEMICAL PURITY SINCE 1882 
‘Complete stocks carri here 


s Ar 


M 








New Nicol-Rod 
Obsoletes All Others 


FOR WELDING CAST IRONS! 


@ One outstanding reason why Marquette’s new 
No. 99 Nicol-Rod obsoletes all others is the ease with 
which sound, machineable welds can be produced in 
cast irons at lower cost! Its ferromolostic coating (spe- 
cial powdered iron) develops a deep-coned arc that is 
instantly self-starting, that re-ignites without freezing 
the rod to the work, that establishes an optimum arc 
length and that maintains a more stable arc even on 
low, open circuit voltages! 

Of equal importance is finished work quality. The 
weld metal matches the color of the casting, forming a 
perfect bond that is softer but stronger than the cast 
iron...and its low coefficient of expansion and con- 
traction ends cracking during cooling! A new form of 
hi-bond penetration with flat bead contour is ob- 
tained. More footage of weld can be made per elec- 
trode with less spatter, less slag and more weld deposit. 

For further information contact your Marquette 

distributor and ask him for a free demonstration. 


When It Comes to Welding Come to 


AROUETTE 


MARQUETTE MANUFACTURING COMPANY, INC. 
307 E. Hennepin Ave., Dept. 5-97, Minneapolis, Minnesota 








IDENTIFY CORE SANDS 


WITH 


Modern foundries have found it practical to 
color their various grades of core sands. 
This eliminates guesswork and assures the 
proper use of the required type of core sand 
for the particular job at hand. 


Our laboratories have developed a line of 
special dyes in a range of colors which 
have been carefully tested and found both 
suitable and economical, for this purpose. 


Write us for details and samples. 





EATON CHEMICAL AND DYESTUFF CO. 


Established) 1490 Franklin St., Detroit 7, Michigan 


Canadian Branches: Windsor and Toronto 

















IF 


Accurate Duplicate Patterns are 
required for Precise Matchplates 


THEN 


Consider these advantages of Cerro Alloys as 
duplicate pattern metals: 


© Non-Shrinking — metals actually expand in 
mold to reproduce dimensions and fine detail. 


© Speed—no time wasted in mixing, curing or 
setting chemicals or powders. 


® Salvageable—Cerro Alloy duplicate patterns 
are returned to melting pot for reuse indefinitely 
after foundry molding. 


Get full details by writing 
for new 12 page booklet—F6. 


sy CERRO DE Pasco CoRPORATION 


Dept. 9, 40 Wall Street, 
New York 5, N. Y. 
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Help Wanted 


HELP WANTED 


available for the 
northwest 


The following positions are 
right personnel in a long established 
foundry producing steel] castings: 

1. WELDING ENGINEER AND ASSISTANT 
CLEANING DEPARTMENT FOREMAN. Must 
be thoroughly versed in all procedures for prep- 
uration of and welding steel castings. 

2. ASSISTANT CHIEF INSPECTOR. Applicant 
must have thorough knowledge of foundry op- 
eration as well as knowledge of quality standards 
for steel castings. 

3. ASSISTANT FOUNDRY ENGINEER. This 
job consists of the layout and engineering of 
gating and risering systems for steel castings 
and following same through production, 

All three jobs offer excellent future opportunity 
for the proper personnel. 


BOX 617, FOUNDRY 
PENTON BLDG, CLEVELAND 13, OHIO 


WANTED 


By eastern electric steel foundry, 
salesman, sales engineer, or junior 


sales executive capable of assuming 
duties of sales 
Must 


steel 


responsibilities and 
manager within five 
have practical knowledge of 
foundry Preferred age 
35-45. Submit detailed resume with 


reply. 


years. 


operations, 


BOX 637 
PENTON BLDG, 


, FOUNDRY 
CLEVELAND 13, OHIO 


METALLURGIST 
Mechanical seeks 
duplex malleable iron. To 
plete charge of melting operations. 
desired. All 


metallurgist experi- 
take com- 
Submit ex- 
replies 


foundry 
enced in 
perience, age and salary 
held confidential, 

BOX 648, FOUNDRY 
PENTON BLDG, CLEVELAND 13, OHIO 


NONFERROUS FOUNDRY SUPERINTENDENT 
Experienced in all phases of producing quality 
iluminum and ~bronze_ castings. Needed by 
nedium-size jobbing foundry in Northern Ohio. 
Please give complete history and salary expected 

letter. Address: Box 656, FOUNDRY, Penton 
3ldg., Cleveland 13, Ohio, 


METALLURGIST 


\ medium-sized progressive manufacturer of oil 


field equipment, located in a small city in 
entral Ohio, needs metallurgist experienced in 
gray iron casting and foundry practice. All 


replies confidential. 
tions and salary 
115, FOUNDRY, 

yhio. 


Write stating full qualifica- 
requirements. Address: Box 
Penton Bldg., Cleveland 13, 


HELP WANTED 
iperintendent for steel foundry specializing in 
edium and heavy work. Must Know all phases 
foundry operations. In Midwest location. 
ddress: Box 674, FOUNDRY, Penton Bidg., 
eveland 13, Ohio. 


METALLURGIST 
xperienced in cast 
‘repared to travel. State salary 
ill qualifications. Address: Box 681, 
‘-Y, Penton Bldg., Cleveland 13, Ohio 


iron and foundry practice 
required and 


FOUND- 


September 1955 
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Recent 


search laboratory of progressive steel castings steel 
company in midwest Opportunity to do appli An 
research and pilot plant work on metallurgy of 

cast steels, development of new molding tech- sirable. 
niques and casting processing methods Experi- 

ence useful but not essential In reply indicate 
education background. military status and ex- 

perience. Address: Box 676, FOUNDRY, Penton 

3ldg., Cleveland 13, Ohio 


Immediate 


electr 
ana 
alloy 
meltir 


physical 


know 
past 


strictly confidential. 
RY, Penton Bldg 


Help Wanted 


CAREER 
FOR 


OPPORTUNITIES 
ENGINEERS 


Wheelabrator Corporation is looking 
for graduate engineers in various di 


visions: for sales, engineering de- 
sign, dust and fume control, etc 

Young men with ability and ambi 
tion are needed for trainee and staff 
positions. Good pay and benefits 
plus ample opportunity for advance- 
possible individual 


ment make 


growth and development with ex 
panding organization. 

Send full information on training 
and experience to: 


OF 


WHEELABRATOR CORPORATION 
(Formerly American Wheelabrator & 
Equipment Corp.) 


MISHAWAKA, INDIANA 


Excellent 
with 
part 
ductile 
familiar with melting and rigging techniques and 
control 
responsibility 


WANTED 


TOOL DESIGNERS 
Experienced in the Design of Pattern of 
Equipment, Core Boxes, Qualifying 

Fixtures and Special Machines 


EXCELLENT SALARY 
PERMANENT POSITION 


will 
fidence. 


Unlimited Opportunities with 1 
Large Gray Iron Foundry Located 
in Northwestern Ohio 


BOX 678, FOUNDRY 


TON BLDG, CLEVELAND 13, OHIO 


ETALLURGIST OR METALLURGICAL 
ENGINEER 
needed for 


graduate manufacturing re- 








METALLURGIST 

opening available in medium size 
ic steel jobbing foundry located in Louisi- 
Must be experienced in carbon and low 
steel, capable of taking complete charge of 
1g department as well as chemical and 
testing laboratory. Also require some 
ledge of cast iron. Please reply giving age 
experience, etc All replies will be kept 
Address: Box 686, FOUND 
Cleveland 13, Ohio 


Capable 
erably 
perience, is 


ment. 


including generous 
for graduate study. 


FOUNDRY 


opportunity for degree 
minimum of ten years’ 
which has 
Iron 


sand 
siderable 


workers. 
foundry manager and will 


thority to carry out projects as required. 


Only 
education 
be considered 
Foundry 


applicants 
and experience and 


PENTON BLDG. 


ASSISTANT 


Experienced 
ployees 
foundry employing 500 men 
excellent 
associations 
Please send resume to: 
RALPH C. STEINMEYER 


CRUCIBLE 
2850 
MILWAUKEE, WISCONSIN 


Experienced 
knowledge 
knowledge 
qualifications, 


of cleaning 
of general 


PENTON BLDG, 


FOUNDRY 





Help Wanted 


FOUNDRY METALLURGIST 


foundry metallurgist pref- 


with some nonferrous ex- 


needed for a challeng- 
and creative research 
Here is an opportunity for a 


with 


assign- 


real ability to advance 


in a rapidly expanding organization. 
Attractive salary and liberal benefits 


tuition refunds 


Contact: 


MR. T. E. DE PINTO 


ARMOUR RESEARCH FOUNDATION 
ILLINOIS 


INSTITUTE OF TECHNOLOGY 
10 WEST 35th STREET 
CHICAGO 16, ILLINOIS 


PRODUCTION SUPERVISOR 


man under 40 
foundry experience 
steel and 
thoroughly 


been in stainless 
operations. Must be 
level job of con- 
direction 
production 
directly to 
necessary au- 


This is a top 
involving the 
foreman and 
report 
have 


foreman, 
Employee will 


complete resume of 
required salary 

All replies held in strict con- 
located in Western New York 


submitting 


FOUNDRY 


BOX 672, 
CLEVELAND 13, OHIO 


MAINTENANCE 
SUPERINTENDENT 
in supervising maintenance em 
all crafts associated with a modern 


and pleasant 
eminently de 


salary 
make 


permanence 
this position 


PERSONNEL MANAGER 
STEEL CASTING CO. 
SOUTH 20th STREET 


FOUNDRY FOREMAN 
room foreman, Thorough 
room practices and fair 
foundry practices State 
salary, 


cleaning 


references and 


BOX 673, FOUNDRY 
CLEVELAND 13, OHIO 


SUPERINTENDENT 


CORE ROOM SUPERVISOR ; 
: Medium sized gray iron jobbing 
Experienced in production of cores for Carbon foundry Chicago area Must be 
and Alloy Steel Foundry. Must have _ experi- skilled at handling men and be able 
ence in handling personnel. Splendid oppor supervise molding and coreroom 
tunity with a progressive well established or facilities 
ganization in Eastern Pennsylvania. State salary a 
and qualifications. Address: Box 692, FOUND- BOX 700, FOUNDRY 
RY, Penton Bldg., Cleveland 13, Ohio PENTON BLDG, CLEVELAND 13, OHIO 
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CLASSIFIED 


ADVERTISING 





Help Wanted 


FOUNDRY ENGINEER 
For progressive foundry in Indiana. Mechanical 
graduate not necessary. Highway and building 
construction background desirable. To work on 
new machinery installation. Building changes. 
Machinery efficiency, new methods and quality 


control. Write giving full details of personal 
background, experience, and _ starting salary 
expected. 


FOUNDRY 
CLEVELAND 13, OHIO 


BOX 704, 
PENTON BLDG. 


ESTIMATOR 


Malleable iron castings, Western New York 
foundry. Capable of taking blue prints, design- 
ing, and laying out patterns for best foundry 
practice, estimating casting weights and pattern 
costs. A fine job for the right man. Write with 
full statement of experiences, salary desired 
Address: Box 675, FOUNDRY, Penton Blidz., 
Cleveland 13, Ohio. 


FOUNDRY FOREMAN 
Experienced in molding and pouring in Steel 
Foundry. Opportunity with a progressive organi- 
zation in Eastern Pennsylvania. State qualifica- 
tions and salary. Address: Box 693, FOUNDRY, 
Penton Bldg., Cleveland 13, Ohio. 


Positions Wanted 


MATURE BUSINESS MANAGER 
Invites opportunity to stabilize going business 
and train logical future manager. Successfully 
managed five companies—three taken out of the 
red. Trained two successors, both made good. 
Qualified to handle complete administrative re- 
sponsibility and develop all profitable possibili- 
ties. Excellent experience foundry, machine and 
related lines. Address: Box 697, FOUNDRY, 
Penton Bldg., Cleveland 13, Ohio. 


INVESTMENT CASTING ENGINEER 
Supervised all phases lost wax and plastic 
process in small shop doing production, develop- 
ment and research as a service to a larger 
organization. All metals. Familiar with formu- 
lation of process materials, evaluation of process 
changes and development of plant equipment. 
Chemical Engineer. Read and write German, 
French and _ Russian. Available for top-level 
supervision, development. engineering or research 
Address: Box 689, FOUNDRY, Penton Bldg., 
Cleveland 13, Ohio. 


FOUNDRYMAN 
Twenty-eight years’ experience all phases opera- 
tions ferrous and nonferrous. Fifteen in super- 
visory positions. Aggressive, capable, age 45. 
Will relocate. Address: Box 702, FOUNDRY, 
Penton Bldg., Cleveland 13, Ohio. 


FOUNDRY METALLURGIST 

BS degree, thirty years’ experience in production 
of plain carbon, manganese, high and low 
alloyed steels, electric and induction melting, 
heat treating. sand control, chemical and physi- 
cal testing, risering and gating for X-ray qual:ty 
castings. Address: Box 683, FOUNDRY, Penton 
Bldg., Cleveland 13, Ohio. 


SUPERINTENDENT 
Position in gray iron or nonferrous Thirty 
years’ experience, practical and technical. Well 
versed in all departments, medium-sized jobbing 
or production. Presently employed as superin- 
tendent. Address: Box 663, FOUNDRY, Penton 
Bldg., Cleveland 13, Ohio. 


FOUNDRY EXECUTIVE 
Thoroughly experienced in the management of 
gray iron production or jobbing foundries. Quali 
fied to show you a highly efficient and low 
cost operation. If you are interested, Address: 
Box 703, FOUNDRY, Penton Bldg., Cleveland 13 
Ohio 
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Employment Service 





FOUNDRY PERSONNEL SPECIALISTS 

National Placement and Procurement of 
GENERAL AND PLANT MANAGERS, PLANT SUPERINTENDENTS, 
FOREMEN—ALL DEPARTMENTS, METALLURGISTS, ENGINEERS, 
CONTROLLERS, ACCOUNTANTS, SALESMEN, SALES MANAGERS. 


PERSONNEL DIRECTORS, 


PURCHASING AGENTS, 


Confidential Inquiries Invited 
From Employers and Qualified Applicants. 
For Fast Competent Assistance Contact 


DRAKE PERSONNEL, INC. 
JOHN COPE, DIRECTOR 


SALARIED PERSONNEL 
$5000-$30,000. This reliable service, established 
1927, conducts confidential negotiations for high 
grade men who seek a change of connection 
under conditions assuring if employed full pro- 
tection to present position. Send name and ad- 
dress only for details. Personal consultation 
invited. Address: JIRA THAYER JENNINGS, 
P.O. Box 674, MANCHESTER, VERMONT. 


Positions Wanted 


EXPERIENCED PRACTICAL FOREMAN 
On both steel, iron and manganese steel. Have 
been general foreman, superintendent and con- 
sultant. Can furnish the best reference. Address: 
Box 694, FOUNDRY, Penton Bldg., Cleveland 
13, Ohio. 

FOUNDRY ENGINEER 
Extensive experience in foundry mechanization, 
design of foundry equipment, layout and time- 


study. In supervisory posit:on for past five 
years. Chicago or Milwaukee area preferred. 
Address: Box 688, FOUNDRY, Penton Blidg., 


Cleveland 13, Ohio. 


CHICAGOLAND REPRESENTATION 
Nonferrous foundry representative in Chicago 
and vicinity would like to represent medium- 
sized, progressive iron and steel foundries. Ad- 
dress: Box 698, FOUNDRY, Penton Bldg., Cleve- 
land 13, Ohio. 


METALLURGIST 
Graduate Engineer. Varied experience 
in stainless foundry operations includes melting 
control and other phases. Presently employed. 
Address: Box 701, FOUNDRY, Penton Blidg., 
Cleveland 13, Ohio. 


Representatives Wanted 


SALESMEN 


We want several live-wire salesmen who are now 
working on salary and who think they could 
increase their earnings by selling on liberal com- 
mission. These men must have followings in 
industries buying master alloys and hardeners. 
Please give full details in your first letter, i.e., 
personal history, employment record, territory, 
etc. Your information will be held in strictest 
confidence. Address: Box 665, FOUNDRY, Pen- 
ton Bldg., Cleveland 13, Ohio. 


MANUFACTURERS’ REPRESENTATIVES 
WANTED 

To sell quality alloy hand and pneumatic forged 
chipping chisels and closely related items. Com- 
mission basis. Semi-established territories avail- 
able No stock necessary. State particulars. 
Address: Box 691, FOUNDRY, Penton Blidg., 
Cleveland 13, Ohio. 


SALESMAN—CALIFORNIA 
Preferably with some Foundry’ background 
and/or education, to sell Foundry coke in 
Southern California area for company established 
over 100 years. Good salary and benefits. Send 
personal details and snapshot. Address: Box 670, 
FOUNDRY, Penton Bldg., Cleveland 13, Ohio. 


CHICAGO TERRITORY 
Chaplet manufacturer desires representation Chi- 
eago territory. Distributor or individual now 
selling foundry trade. Address: Box 699, 
FOUNDRY, Penton Bldg., Cleveland 13, Ohio. 





directly | 


HARRISON 17-8600 


220 SOUTH STATE ST., CHICAGO, ILL. 





Representative 
Available 


FOUNDRY REPRESENTATIVE 
Ten years’ successful experience, want to rep- 
resent steel foundry Eastern Pennsylvania, 
South Jersey. Commission Basis. Address: Box 
685, FOUNDRY, Penton Bldg., Cleveland 13, 
Ohio. 


Opportunity 





PERMANENT MOLD 

METHOD AVAILABLE 
The Wagner Permanent Mo‘d Co., 
2910 Empire Avenue, Burbank, 
California, has developed a Perma- 
nent Mold Method for ferrous and 
nonferrous metals and invites in- 
quiries regarding this method and 
process. 





PARTNER WANTED 

For manufacturing pressure cast patterns, shell 
molding and core blowing equipment using our 
hardening process. This special process enables 
us to manufacture at a saving from 50 to 100% 
from the standard practices maintaining file 
hardness, heat and durability three to five times 
of machined patterns. This allows manufac- 
turers to buy shell molding pattern equipment 
for reasonable prices. For further information, 
Address: Box 680, FOUNDRY, Penton Bldg., 
Cleveland 13, Ohio. 





Available Capacity 


AVAILABLE CAPACITY 


Steel Foundry. Open jobbing Ca- 
pacity. Casting weight up to 2200 
pounds. Midwest Location. 


BOX 668, FOUNDRY 
PENTON BLDG, CLEVELAND 13, OHIO 


Wanted-To-Buy 


WANTED 
Gray Iron Foundry located in Ohio interested in 
producing C.I, Watermain Fittings from Pro- 
duction Metal Cope and Drag Plates. Address: 
Box 633, FOUNDRY, Penton Blidg., Cleveland 
13, Ohio. 


WANTED 
Osborn jolt rollover pattern draw molding ma- 
chine, either 243W or 643. minimum table size 
required, 35” x 40” or 35-A or 34-SA Davenport 
Address: EAST JORDAN IRON WORKS, INC., 
EAST JORDAN, MICHIGAN. 


WANTED TO BUY 
Graduate engineer desires to invest $10.000 and 
services in operating foundry. Fifteen years 
top shop and metallurgical experience including 
shell molding. Address: Box 669, FOUNDRY 
Penton Bldg., Cleveland 13, Ohio. 


WANTED 
2—Osborn No. 403W jolt rollover pattern draw 
molding machines, 20” x 50” table, 15” draw 
Must be in good operating condition. Address: 
30x 690, FOUNDRY, Penton Bldg., Cleveland 
13, Ohio 


FOUNDRY 
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Wanted-To-Buy For Sale ¢ | A S . i f | t D 


/E—BUY—SELL—TRADE 
WANTED TO BUY w e 
' 15” Continuous Wheelabrator ......... $4,500.00 
Sutter Automatic Shell Core and Shell Mold 36 x 42 Wheelabrator .... ..... 3,000.00 
] Blowing machine, maximum weight of core 20#. 27 x 36 Wheelabrator (Iron Belt) ..... 2,500.00 
‘*Gee’’ Shell Core and Shell Mold machine, simi- Pangborn ES421 Shell ee machine 
lar to their Model SC-1418. | (Like New) os .. 3,500.00 
Shell Bonding fixture, as made by Shell Process, | V@por Blasting Machine .... -» 750.00 





















































































~ ” : ; ” Pangborn 12’ Turn Table (Like New) 
., tabl 8” x 30”, maximum mold height 16”, 
Inc., table 1 ° . 7 . Pangborn CK220 Dust Collector For Sale 
BOX 636, FOUNDRY Also Pressure Tanks, elevators, blowers, motors, 
PENTON BLDG. CLEVELAND 13, OHIO all types and sizes. 
~ = — _ ATTENTION CANADIAN BUYERS FOR SALE 
- We still have two 42 x 48 Wheelabrators in 
WANT TO BUY Canada. These can be purchased Duty Free.| MOLDING MACHINES 
4 E Demmler Core Blower Priced at $2,500.00 and _ $3,000.00. Excellent | 4 tterman. Jolt, Rollover Draw, 6000#, 40” x 
2 T Rollover and Draw Machine cond:tion. Also 42 x 48 Wheelabrators in Detroit 60” table : 
27 at $950.00 and $1,500.00. 7 - 
: pl gag ae eee: See | ™ = 2—International, Jolt, Rollover Draw, 24” & 
achine DIAMOND SAND BLAST INC. 10G, Stationary. 
STERLING CASTING CORPORATION 5654 WEST JEFFERSON AVENUE 2—International, Jolt, Rollover Draw, 20” 38 
PHONE 1141 i 1—SPO #305 Jolt Stripper. 
= ih GRANITE SURFACE PLATES 2—No. 275 Osborn jolt squeezers. Stationary 
MACHINERY WANTED Factory seconds because of slight discolorations 


Screens, Simpson Mixers, Riehle Compression | in the granite which in no way affects the ac- CORE OVENS 
Testing Machines, Pulverizers, Grinders, Con- curacy or longevity of the plate. New plate| 1—Coleman Recirculating 3 section with 5& 


veyors. Address: INSTRUMENT SERVICE 8suarantee. % savings. Ideal for pattern and drawers per section. Gas fired 
COMPANY, INC., HOBOKEN, NEW JERSEY, | inspection departments. 1—Coleman Recirculating 4 section with 5 
BA 7-0600. 3 ft. x 5 ft. 4 ft. x 6 ft. drawers per section. Gas fired. 
: : 5 ft. x 10 ft. 6 ft. x 8 ft. 
MIXERS WANTED | 6 ft. = 10 ft. 6 ft. x 12 ft. BLOWERS FOR CUPOLAS AND FURNACES 


| Other sizes also available. Write, wire, phone 


Used Simpson Intensive Sand Mixers. State size, | today. Subject to prior sale. 1—Connersville Rotary Blower, 3500 CFM. 


condition and lowest cash price or immediate SPEC r WICK + iy 2—Spencer Turbine, 30 HP, 3000 CFM, 24 oz. 
E INSPECTION DEVICES COMPANY 

oenegioeee Cleveland Ge POUNDERS, Fea- 5636 S. LAKE PARK AVENUE 2—#7% Roots rotary blowers—27 x 81—14000 
eee eee i CHICAGO 37, ILL. CFM. 

é TELE.: FA 4-2883 2—Connersville Rotary 14” x 27” HD, 2750 CFM 

WANTED TO BUY 
| — : at 5# press. 

1—Dietert #335 or 335-A Permeter in first | 1—Connersville rotary blower 22 x 66 45 cu ft 
class condition and not oe en or Bagg Petre FOR SALE per revolution 9000 CFM. 
old. Address: Box 695, OUNDRY, enton ts 
Bldg., penta a 13, Ohio. 5 | 1—FS 347 Ingersoll-Rand Centrifugal Foundry Maxon-Premix Blowers for Gas % to 1 HP. 


Blower, Serial No. S-347L3, complete with | 2—5 HP 20-oz. Spencer Turbine Blowers. 
motor. Intake volume 4000 cfm. | 2—2 HP 20-oz, Spencer Turbine Blowers 


a | 
Foundries For Sale | 1—Type G Ingersoll-Rand Centrifugal Foundry | METAL MELTING EQUIPMENT 


Blower, Serial No, 16G1415D8, cumplete with | 
motor, Intake volume 2200 cfm. 1—1000# open flame brass melting furnace, 
gas fired. 


—- Bering ag ——— 8, Impeller| 1—Hausfeld Stationary Brass, oil or gas burner, 
= ype Foundry ower, Serial No. 30642, de- | 200 # cap. 
FOUNDRIES FOR SALE nig ‘ . - 
ee oe at te See pier geet 1—Hausfeld Tilting crucible, gas, 250# Al, Cap. 
IRON FOUNDRY, 16,000 sq. ft. aC T is "| 1—Hausfeld 2000# aluminum capacity furnaee, 
well equipped for light production | For further specifications, write | barrel type, open flame, oil fired 


work. Land for expansion and good | BEDFORD FOUNDRY & MACHINE COMPANY 


labor area. Eastern Pennsylvania. | lamin enteaia i ke ne Mod 
IRON FOUNDRY, 30,000 sq. ft. 7 7) » ae Né —Beardsley & per Model S Screenerator. 
: B - i—Pangborn 1 to 4 nozzle air blast generator, 
acres, heavy cranes, railroad. Pro- | complete 
duces 10 to 15 tons daily. Steady FOR SALE | 1—Sullivan, 2 stage compressor, 14-8% x 10, 
profitable business. Osborn Jolt Strip Squeeze Molding Machine— | 75 HP. 
#175 
Stet . ; , 1—Sly Tumbler 24” x 40”, 
. , Osborn Jolt Strip Squeeze Molding Machine— 
EDWARD H. ZOLL #71-G-J-1 1—International SB-11 core blower. 
FOUNDRIES SOLD gang — | Osborn Jolt Rollover Squeeze Draw Molding Ma-| 2—Pangborn cloth screen collectors, 2 HP 
790 BROAD ST. NE RK 2, N. J. | chine— #432 ot 
Redford Bench Core Blower with Air Filter As- i—fteney crane type shakeout. 
sembly 1—NC-4 Royer sand separator. 
Osborn Jolt Rollover Molding Machine 1— #1 Demmler core blower. 
aiaeenaraell — " ‘ _.on CONTACT: L. H. RAYMOND, P.A, 1— #16 Roto-clone unit complete. 
FOUNDRY FOR SALE (OR LEASE) bats pe aa we mane . - 
a 2 : . a WESTINGHOUSE ELECTRIC CORP. Complete stock of rebuilt mill and dust ex- 
Established going gray iron foundry in Wiscon- 1216 WEST 58th STREET haust blowers 
sin. Fully equipped; manufacturing own line and CLEVELAND, OHIO . 
general jobhbing. Capacity up to ten tons per | CLIFTON MACHINERY COMPANY 


lay. Over $70.000 value. Can be purchased for 


less than half. Principals only. Terms. Address: | FOR SALE 1023 W. SIXTH ST. CINCINNATI 3, OHIO 
7 662, FOUNDRY, Penton Bldg., Cleveland 1—Tinius Olsen 100,000# Universal Compres- 
13, Ohio. sion Testing Machine 


1—Magnaflux Demagnetizing Unit 
SMALL FOUNDRY FOR SALE | Simpson Sand Mixers 18” dia, Laboratory #0, FOR SALE 
#1, #1%, #2, #3. 


Well-equipped foundry in Eastern Pennsylvania. 
Has overhead crane, cleaning equipment. Plenty 
ff adjacent land. On railroad. Address: Box 


Miscellaneous: Screens, Pulverizers, Grinders, | Heller Universal type 26” cold saw, excellent 
Conveyors—all types, Tyler Rotap Screens, etc. | condition, used little, complete. Wired 220/3/60 


vies FOUNDRY, Penton Bidg., Cleveland 13, OUR 38th YEAR Includes Heller automatic saw sharpener and ten 
— CONSOLIDATED PRODUCTS CO., INC. saws 
“ é 66 BLOOMFIELD STREET : 
_ FOR SALE wo 2405 ee NEW JERSEY wial BOX 606, FOUNDRY 
Modern established aluminum foundry and prod- ‘ a0 es —— PENTON BLDG. CLEVELAND 13, OHTO 


ict line. Mold, conveyor, overhead sand handling, 
te Good location in Eastern Iowa. Address: 


sox 671, FOUNDRY, Penton Bldg., Cleveland MOTORS — GENERATORS 
Ohio’ TRANSFORMERS FOR SALE 

: : . Unused — Rebuilt One Ingersoll-Rand Type FS-563 Blower, Direct 
FOR SALE WORLD'S LARGEST INVENTORY connected and roller pedestal bearing construc 
small but completely mechanized soil pipe eee os ee Se : : tion. Serial #S8563-J-10, 11,000 CFM, 1.5 Ibs 
oundry, located near large city. Address: Box ELECTRIC EQU IPMENT COMPANY pressure, 3500 RPM complete with 100 HP Fair 
67, FOUNDRY, Penton Bldg., Cleveland 13, Phone Station Collect GLenwood 6783 banks Morse motor, Type QZC. 3450 RPM. Used 

yhio. P. O. Box 51 — Rochester 1, New York only a short time. 
Several 42” Dia. x 72” Type ‘‘C’’ Sly Tumbling 
FOR SALE OR LEASE FURNACES FOR SALE Mills. Direct and V-Belt Drives, with or with- 


ut motors. 
Vell equipped brass and aluminum foundry in Ten used heat treating furnaces and two 7-ton Both vom very reasonably priced 
entral Indiana, with living quarters. Address: | gantry cranes Good condition, priced to sell. sil vit abs ROE Ti Cote tO 
30x 687, FOUNDRY, Penton Bldg., Cleveland | Address: BAER STEEL PRODUCTS, INC., BOX NEW HAVEN FOUNDRY 
Ohio 1428, BOISE, IDAHO NEW HAVEN, MICHIGAN 
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HAVE YOU EVER 
NOTICED the numerous 


types of headings under which classi- 
fied ads are listed? Whether inter- 
ested in obtaining qualified person- 
nel, selling used machinery, wanting 
to buy equipment, or are yourself 
looking for a better position, you 
should seriously consider advertising 
in the classified section of 
FOUNDRY MAGAZINE. 


FOUNDRY has 45,000 _ readers 
which cover the entire foundry in- 
dustry. That means that for a nom- 
inal sum you get the widest possible 
coverage of the industry and your 


ace 


advertisement reaches “just the right 


people”. 


The Classified Staff is equipped to 
handle all details in the placement 
of your ad. 


ADVERTISING DEPT. 


FOUNDRY 


CLEVELAND 13, OHIO 


336 


LE 


EAA 
For Sale 


FIRST CLASS EQUIPMENT AT 


BARGAIN PRICES 
CORE BLOWERS 
Osborn—Model 91, 193, and 94 
Redford—Bench type—with clamps $150.00 
GRINDERS 
U. S. 7% HP 3 speed 28” wheel $500.00 


Marschke 10 HP, Swing Frame 


MOLDING MACHINES—JOLT, 
SQUEEZE, STRIP 


Osborn, 724 & 726 PJ, 4000 Ib. 
Milwaukee, 143, 163, and 183, 1500 lb. 
Nicholls, Type D, 1500 lbs. 

MOLDING MACHINES—JOLT SQUEEZE 
Osborn, #275 
Spo, Model 110 J 
Nicholls, Type B 

MOLDING MACHINES—JOLT ROLLOVER 


International—Type G Size 30 x 12 
International—Type F Size 31 x 12 
International—Type RES 
Spo—Model 506 

Tabor—30” Shockless type 

Osborn— #601, 602, and 605 
Osborn— # 2047-4 


MISCELLANEOUS 


Beardsley & Piper—#50 Sandmixer 

Climax Wire Straightener— #2 

Beardsley & Piper Screenerators—Model S 

2000 lb. Fisher & Strohman Tilting Melting 
Furnaces 

Dielectric Core Ovens 


FOR THE BEST DEAL CALL 


BALCHER MACHINERY COMPANY 
6020 EUCLID AVENUE 
CLEVELAND 3, OHIO 

TELEPHONE: EXPRESS 1-8930 


FOR SALE 
TURBO BLOWERS WITH MOTORS 


“ 
\| 
Mill 


| 


CFM PRESS. MAKE CFM PRESS. MAKE | 
6000 320z. Ing.-Rand 380 160z. No. Am. 
4700 32o0z. Ing.-Rand 340 200z. A-B 
320 120z. ‘ 
2700 160z. Spencer oe Spencer 
2500 is . 9000 6”SP Northern 
25 7 OZ. Sturt. 3420 g”sp N.Y. 
KH 6s , 
1150 200z. No. Am. 2500 %”SP American 
800 130z. Buffalo 2344 2”"SP_ Clarage 
500 120z. Buffalo 1100 4%”SP_ Bayley 
THE MOTOR REPAIR & MFG. CO, 
1552 HAMILTON AVE. 
CLEVELAND 14, OHIO 
FOR SALE 
#17 Besly Grinder 
Stroman Economelt (Reverb) 800#, Gas Fired 
Tabor Jolt Rollover 30 x 40 table, 14” draw 
U. S. Electric Tool Grinder, 5 H.P. and two 
back stands with guards 
2—Tabor Jolt Squeeze Machines, 10” 
KING FOUNDRY & MFG. CO. 
307 EAST 6th STREET 
CHASKA, MINNESOTA 
FOR SALE 
Mold and sand handling equipment for four 
squeezer stations. Includes four hoppers, sand 
conveyors and mold conveyors. Ideal for a non- 


ferrous foundry. Never used equipment at a 
sacrifice price. Address: Box 677, FOUNDRY, 
Penton Bldg., Cleveland 13, Ohio. 


FOR SALE 


1 Pangborn Dust Collector—Type 435CH2 with 
Spark Arrestor, Area 1080 Sq. Ft. Capacity 
3240 CFM—220 V Motors, Fan and Controls 
Complete. Age about 15 years. Used very little, 
very cheap. Address: KEEN FOUNDRY COM- 
PANY, GRIFFITH, INDIANA. 
FOR SALE 
Turbo Blowers with Motors 
1—GE, 4500 CFM, 16 oz... .$500.00 


1—Spencer, 6750 CFM, 16 oz. .$750.00 
Excellent Condition 
GLAZER BROTHERS 
ANDERSON, INDIANA 
PHONE 7713 


Ml 








AN 
For Sale 





Hh 
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FOR SALE 


Wheelabrator Tumblast 36” x 42”. . - $3000 

Wheelabrator #1—4’ Table ............+- $1000 

Wheelabrator Cabinets, 35’ x 12’—will take 
pieces up to 25’ by 8”. Power skewed 
conveyor for rotating work under blast 


er reer er ie ey sree ee eee ee $4250 
Wheelz ibrator ‘Cabinet, 20’ x 8’—will take 

pieces up to 15’ by 6”. Power conveyor 

Ge IO. 6 ik.c.s ntaday doia's slaw aninalas Um ae ete eee 
Pangborn 6LF Rotoblast Table—6’........ $1750 
Pangborn Rotary Table. 4’ .........cccee- $85 
Sly Sand Blast Barrel—18” x 20” w/col- 

lector, motor driven eRe ameceeae $450 
Pangborn, MacLeod, Lieman, Sly, ‘and 

Ruemelin Sand blast cabinets and gen- 

ee gr re eas 
Tabor #22 Hydraulic Jolt R ollover- _ 22” 

42” table. 10” draw. Air Clamps........ $55¢ 
10—Osborn 2047-4 Jolt Rollovers—18” x 

B6" Tae. Bi” Chis 050569 -40.0 6 nedaes 27 
10—Tabor 10” squeezersS ......-.ccccecees $10¢ 
Berkshire 10” Jolt squeezer—Never used... $22 
Redford #1 core DlOWEF ...cccsccccveseces $15( 

yehnrich 10’ x 9’ x 10’ core oven.......... Offer 
B & P #40 none er weed 

door 1000 
American ‘Stock Core ‘machine & cutter, 

motorized ; éecm eee 
Gogan Electric Brinell Tester—-4500KG wd $450 


Curtis Air Cylinder Hoists—500 to 1000 
lbs. : enthedie 


Marschke | 5 Size Pp. ‘swing "grinder — . . $250 
Spencer Turbo Blower—16 o0z- -800 ‘CFM- 5 

BED owas cncden nen moe oes ; $225 
North American Blower—16 0z.-90 CFM.. $150 
American Dustube #185—-16,650 CFM— 

25 HP motor and blower ... .$1750 
2otoclone, Sludge type, 2500 CFM—5 “HP 
motor & bir .... . $750 

25—Pangborn, Sly, “American ‘Dust Collec- 
tors in stock from 700 to 20,000 CFM. 
M. ELSTEIN 
422-426 GRAND ST. 
JERSEY CITY 2, N. J. 

FOR SALE 
1 Roots Rotary Positive Blower, 20x44 type 
HD Serial 11279 
1 AC 40 HP 700 rpm motor for same 


1 Air Filter 

1 Square D Switch 

1 Hand Starting GE Compensator 
1 #7 Whiting Cupola 


1 lot of various steel chains for use with cranes 


4000# capacity Serial A- 
4000# A-29042, 40004 
A-23787, 1000# 27136, all Ingersoll-Rand, 6000# 
A-13676, 6000# A-211401, 4000# 163004, 10,- 
000# 114, all Chicago Pneumatic. 


4 Exhaust fans 30 to 48” 
and motors. 
One lot of assorted core plates, 


air hoists. 
A-32371, 


Following 
19548, 6000# 


blades with louvres 
large and small 


1 Whiting Charging Crane with Cone type bucket 


1 M-1250 Bondactor machine complete wit! 
water tank and hose for lining cupola. 
4 Hess welded steel heating furnaces. Model 130 


complete with oil burner and fire box. 
PYOTT FOUNDRY & MACHINE CO, 
328 N,. SANGAMON STREET 
CHICAGO, ILLINOIS 
MONROE 6-0295 


SALE 


5V Norton grinding wheels 


FOR 


72—24 x 2x2 37C-16 S 
x 


48—24xX%1%x2 37C-16 S5V Norton grinding 
wheels 

1—24x%3%x2 37C-16 S5V Norton grinding 
wheel 


Surplus stock. Make offer. 


OHIO MALLEABLE DIVISION 


The Dayton Malleable Iron Co. 
COLUMBUS 16, OHIO 


SAND DRYER FOR SALE 
14’ DIA. 20’ LONG BARTLETT- 
SNOW STYLE M ROTARY SAND 
DRYER, SELF CONTAINED WITH 
GAS BURNER, CYCLONE, STEEL 
FRAME. LIKE NEW, $3900. 

DARIEN CORP. 
60 EAST 42ND ST. 
NEW YORK 17, NEW YORK 


FOR SALE 
Forty heavy steel buckets with overhead bale 
and locking device. 26” diameter x 32” high 
Address: AMERICAN MALLEABLE CASTING 
COMPANY, BOX 514, MARION, OHIO. 


FOUNDR* 
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For Sale 


FOR SALE 


American Wheelabrator, swing table 86” diame- 
ter, complete with motors and control panel. 
Practically new. 

Reda #550 series combination oil fired-hydrau- 
ic tilting furnace, with tank. 


Beardsley & Piper motive type sand slinger 19” 
head adjustable liner—6’0” arm, 11’0” 


PYOTT FOUNDRY AND MACHINE Co. 


328 NORTH SANGAMON STREET 
CHICAGO 7, ILLINOIS 


FORK LIFT TRUCKS 


Slightly used, completely recondi- 
tioned. 
CLARK, TOWMOTOR AND ROSS. 


Capacity 2,000 to 10,000 Ibs. 


3,000 to 4,000 Ib. Clark and Tow- 
motor, solid rubber tires. . . $1,245.00 
BEN WINER TRUCK AND EQUIPMENT 
591 NORTH MAIN STREET 
AKRON, OHIO 
FRANKLIN 6-9246 


FOR SALE 


The equipment listed is almost 


t sp)}! 
» Sell 


new and priced 


Osborn 
draw 


type and 


size 


2047—jolt rollover 
24” x 24”. 


clamp 


pattern 


International and draw—76” x " 


draw. 


9%" 


Kane and Roach core wire straightener—No. 
5 DX—%” capacity. 
\ll equipment can be inspected at our warehouse 
nd immediately available. 
GLOBE TRADING COMPANY 
1815 FRANKLIN STREET 
DETROIT 7, MICHIGAN 
PHONE: WOODWARD 1-8277 


13,800 volts. 


May be seen in place Chicago. 


2500 KVA 


Chicago warehouse. 


13,800 or 


transformer, 


or 13,800 primary voltage. 


ACME 


September 1955 
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conveyor | 
arm, 12’0” on center bucket elevator, 31 buckets. | 


1—1500 KVA G. E. Transformer with taps for 11,000 or 


1—Chicago 3000# Electric Furnace, tilt back head. 
electrodes, 800 KVA, 12,000 V transformer. 


1—Swindell 8 ton 9’ diameter Shell Electric Furnace, 
11,000 V. 


Lectromelt 500# Side Charge Type T, 300-375 KVA 


transformer, 2300 V primary, Moore controls, G. E. cir- 


Transformers—2—2500 KVA furnace transformers, 11,000 


i" 


PULL 


For Sale 
NEVER USED 
PERFECT CONDITION 
SANDSLINGER EQUIPMENT 


Beardsley Piper Stationary Sandslinger, double 
belt type, Serial S-676-5403, 5’0” First arm 
4'0” Rowing unit, 19” Diameter Impeller Head, 


4” tip, 220 volt, two speed 16/25 H.P. 1200/1800 
RPM Rowing Motor. Floodlight. 


Beardsley Piper 8-Ton Roto-Feed, 5 H.P. To- 
tally enclosed, fan-cooled, high torque, 55° C 
rise continuous duty motor. Serial #F-334-5408. 


Model 920 RCX, Johnston & Jennings Rol-A- 
Draw Molding Machine, 2000# capacity, Pattern 
Draw 20”. Serial JJM-238-5403. 


30’ Link Belt Bucket Elevator, outside 48” x 
24”, inside 42” x 17%”, Bucket size 12” x 7” 
x 7%”, new bearings, Motor and gear drive 
overhauled. Excellent condition. 
WHY WAIT FOR DELIVERY 
WHEN YOU CAN HAVE IMME- 
DIATE SHIPMENT. 
BOX 630, FOUNDRY 
PENTON BLDG, CLEVELAND 13, OHIO 
FOR QUICK SALE 
1—American 79/60 Model M Sandcutter—220 V 
3-60 
1—American 74/50 Model AM Sandcutter—220 
V-3-60 
(Inventory of parts with each) 
1—International 14 x 6 RES—Rollover 


Jolt Squeeze P.I 


1—International 14 x 5% PKL 
(Both in unused condition) 


1—Pangborn 8’—180 TYPE RF-22 Roto Blast 
cleaning table with dust collector and large 
inventory of spare parts 
BOX 684, FOUNDRY 
PENTON BLDG. CLEVELAND 13, OHIO 


ELECTRIC 


age. Kuhlman 


Detroit Electric 350#, Type LFA with Kuhlman trans- 


formers and oil circuit breaker, 13,200 primary voltage. 


4” 
Complete. 


Detroit Electric with 350#% and 1000# tapered shells, 
2300 V Kuhlman Transformer. Complete with panelboard 


— and bus bars. 


Herrault 2000# 


cuit breaker. Late type. Now in our Chicago warehouse 


Rheostat 


l1—Detroit Electric, 1500# capacity, 13,200 primary volt- 


transformers. 


Side Charge, complete with Pennsyl- 
vania 1500 KVA transformer, 12,000 volt primary and 
150-90 volt secondary. 


new motor generator set-ball bearing, 25 HP 
3/60/440 V/1800 rpm, 250 V compound wound. With 


91 nipples and sufficient roof brick for almost six roofs. 


ACME EQUIPMENT CO., INC. 


We will buy for cash a single piece of equipment or your entire foundry 
126 South Clinton Street e Phone: ANdover 3-3430 e Chicago 6, Illinois 





For Sale 


FURNACES 

FOR SALE 
COMPLETE—LIKE NEW 
IMMEDIATE DELIVERY 


G.E. ROLLER HEARTH 850 KW 1650° F., 5 
wide, 18” high, 35’ long, 80’ cooling. 

G.E. ROLLER HEARTH 465 KW, 1650° F., 5 
wide, 18” high, 20’ long, 40’ cooling 

G.E. PUSHER 240 KW, 1650° F., 4’ 
high, 22’ long, quench conveyor. 

4000 C.F.H. EXO GENERATOR with each above 
furnace 


wide, 12” 


YOUNG BROS GAS RECIRC CONVEYOR 
BELT, 1000° F., 6’ wide, 24’ high, 45’ long, 
NEVER USED 

UDYLITE DIPPING MACHINE, 1-12. station 


rotary type. 


UDYLITE 1-14 station rotary zine plating unit 

DRYING SYSTEM OVEN 450° F., 13’ wide, 7 
high, 64’ long. 

DRYING SYSTEM OVEN 150° F., 10’ wide, 9 


59° 


high, 52’ long 
500 C.F.H. Westinghouse Endothermiec Generator 


SURFACE COMBUSTION GAS BOX, 30” wide 
18” high, 36” long, 1800° F. 
PAPESCH & KOLSTAD, INC. 
10707 CAPITAL AVENUE 
OAK PARK (DETROIT 37) MICH. 


PHONE LINCOLN 1-1100 
FOR SALE 
1—‘‘Modern’’ #4 Cupola, motor, blower 
i—International Type G, air rollover machine, 
24” table, 10” draw 
1—‘‘Modern’’ 1000# Geared, covered cylindrical 
ladle. 


Many other items, send for Bulletin #34 
SOMIL EQUIPMENT & SUPPLY CO. 
620% MARQUETTE AVE. 
SO. MILWAUKEE, WIs. 
PHONE: BR 1-7060 


FOR SALE 


Size 1% Whiting Cupola Dismantles. $500.00 
B. F. Sturtevant No. 7 Noiseless Blower, for 
cupola, furnaces or forges. $250.00 Address: 
ALVA F. ALLEN, CLINTON, MO., PHONE 
1286 


Melling 


Furnaees 


LARGEST STOCK 
IN THE COUNTRY 





Complete with controls. 


New control panel; new Field 
















THE ACME 
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Stop and See our complete stock when you visit the Machine Tool Show 
in Chicago, September 6th to 17th. 








AIR COMPRESSORS 

Chicago Pneumatic 50 HP direct motor driven 
Type P-4. 

Chicago Pneumatic 2 stage horizontal 24” x 14” x 
18”. 3600 CFM 800 HP 2200V. Synchronous motor, 
M.G. set, Intercooler, Aftercooler and starting panel. 
Ingersoll-Rand 1200 CFM, XB. Imperial 2 stage 
22” x 13” x 16”, Intercooler, Aftercooler, 200 HP 
220V. 

Ingersoll-Rand 800 CFM. Imperial type 10-2 stage 
18” x 11” x 16”, 170 HP 220V motor starting com- 
pensator. 


BLOWERS 
Ingersoll-Rand Motor Blower Type FS. Single 
Stage 4000 CFM @ 3.75 PSI, 100 HP, 220V G. E. 
Induction motor. 
General Electric 7500 CFM, 20 oz., 89.6 Max. HP, 
220V motor, Airway controls. 
Ingersoll-Rand turbo compressor 10500 CFM @ 20 
oz. 85 HP G. E. 220V 3500 CFM motor. 


CLEANING EQUIPMENT 
Sly 8’ dia. Table Shot Blast Unit. 
36 x 42 Halloway 7144 HP shot motor elevator and 
dust collector. 


CORE BLOWERS 
3—International SB 12. 
4—International SB 13. 
1—Osborn 93. 
12—Osborn 193. 
1—Osborn 2035-2. 
1—Peterson (Similar to Demmler #50). 


CORE OVENS VERTICAL HORIZONTAL 
1—Coleman, combination oil or gas fired 43 carriers 
24” x 90”—-1 hour 12 min. to 4 hours 48 min. cycle. 
1—Coleman, combination oil or gas fired 43—2 
shelf carriers 30” x 144” long. 2 hour 12 min. to 
7 hour 24 min cycle. Present replacement cost 
over $90,000. 


GRINDERS, SNAGGING 
5—Hammond 10 W RI Double End Snag. Grinders 
20” dia. wheels, 10 HP 220/440 V motors, variable 
speed drives. 
3” x 24” U.S. #65, 20 HP 220/440V. 


GRINDERS, SWING FRAME 
2—3” x 24” x 12” Fox #4, 15 HP. 
1—3” x 24” x 12” Marschke, 20 HP. 
1—3” x 24” x 12” U.S. 15 HP. 


HOT METAL CARRIER SYSTEM 
7—1 ton D.C. Cab operated Cleveland, Monotrac- 
tor Hot Metal Carriers 800’ Arch Beam Rail. 


MOLDING MACHINES 
Jolt Squeezers: 
13—Milwaukee 103-11 Staty. Jolt Squeezers, 13%” 
x 20” table. 
7—Champion JS10P Portable Jolt Squeeze molding 
machine, 18” x 21” table 
8—Osborn 275J. 
1—Spo 110J. 


“ACME 
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Jolt Squeeze Pin Lifts BIG ONES: 

2—International PK 20’s. 20” squeeze cylinder 8” 
draw. Ser. #67237. New 1949. 

1—Osborn 712 PJ. Stationary Jolt Squeeze pin lift 
18” x 28” table, 12” squeeze cylinder, 6” draw. 
2—Milwaukee Jolt Squeeze Strippers, Model 163- 
50, 15” x 24” table 16” X open end pattern size. 
1—SPO 214 Jolt Squeeze Pin Lift. 

1— Milwaukee 126-3 Jolt Squeeze Pin Stripper, 27” 
x 21” table, 8” draw. 


ROLLOVERS— 

Jolt Rollover Pattern Draw 
1—Herman 4000# Series 30” x 60” table, 32” x 
48” bumper. 
1—Herman 3000# Series 40” x 84” table, special 
slotted table. 
1—Herman 1500# Series 20” x 36” table. 
2—Herman 750# Series 20” x 30” table. 
2—Herman 750# Series 20” x 24” table. 
All the above have air clamps rollout tables. 
2—Champion JM-18-8 Jolt Rollovers, portable 1314” 
x 20” tables. 
1—Davenport 24 SA Jolt Rollover Pattern Draw. 
26” x 42” flask size, 12” draw. 
3—Spo Model 9032. 
1—Milwaukee 217. 

Jolt Pin Lifts: 
Pin Lift Pushoffs: 
2—Champion Pin Pushoffs 28” x 42” table 10” draw. 


MULLERS AND MIXERS 
1—Link Belt Double Screw-Mixer, 50 ton per hour. 
1—Link Belt Single Screw Sand Mixer. 
Simpson #3 Type H open gear type. 
Simpson #3 Muller with bucket loader. 
Simpson #3 Open Gear type, $1000. 


OVENS, MOLD OR CORE 
Porbeck Double Car Single door 16’ long 14’ wide 
9’ high gas fired 600° recirculating complete with 
7144 HP car puller, in place St. Louis, Mo. 
Core Oven Electric 68” x 42” high, 65” deep 100°- 
650°. 

POURING DEVICES 
13—Pouring devices, Whiting 750# and 1500#. 


PREPARATOR 
B&P #70 Preparator. Only used 3 months. 
SHAKEOUTS 
Link Belt 3 x 5. 
SAND SLINGER 
B&P Stationary Slinger with bucket elevator to 
10’ x 10’ x 6’ sand storage bin, conveyor feeder 
to double belt head 19” head single speed. 
TUMBLING BARREL 
2—Whiting 36” x 60” tumbling barrel driven by 
15 HP Jones motor reducer. Individual clutch 
on each barrel. Can be separated. 
WIRE STRAIGHTENERS 
Climax #3 Wire Straightener 4” to %” dia. wire 
2 He. 


We will buy for cash a single piece of equipment or your entire foundry 
126 South Clinton Street e Phone: ANdover 3-3430 ¢ Chicago 6, Illinois: 


ACME EQUIPMENT CO., INC. | 9 
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2 BUCKET CONVEYORS 56’ centers, 8 ply x 20” 
belt, 18” x 8” x 7” buckets, complete with 
drives 


5 STEEL APRON CONVEYORS 

1—120’ centers x 36” wide Midwest 

1—57’ centers x 30” Palmer-Bee ‘Kantleak”’ 
variable speed. 

1—44’ centers x 30” wide Link-Belt 

1—19’ centers x 30” wide Palmer-Bee 

1—5’'6” centers x 30” wide Palmer-Bee 

1—30” and 36” flat belt, troughing, bucket 
steel apron. 


3 FLAT BELT CONVEYORS 2—30” x 45° x 110’, 
1—36” x 35’ 


We carry all makes and types of foundry equipment in stock. Send for our complete listing. 


1 SAND MULLER, B-P #30 and #70, 7 cu. ft. 
Iulbaro 

2 CUPOLAS #11 Whiting, 1—#3!. Modern 

1 BELLEVUE ANNEALING FURNACE—Oil fired all 
controls, box type 36” wide x 72” deep x 24” 
high, overall 69” wide, 8814” deep, 71” high. 
Height clearance required 10’. 

LARGE MOLDING MACHINES 
Davenport 40A, 40SA, 34SA, 28SA, 34AJS 
Johnston & Jennings Model 815 
Herman 40” x 60” 6000 lbs. 
Osborn 405-95—26” draw 
Jolt Squeeze Strip—Nichols 24-54D 
Jolt Pin Lift—Davenport, Nichols, Osborn, Spo, 

Milwaukee, Herman 





. . SPECIAL SALE .. 


1 complete gray iron foundry, 18000 sq. ft., #7 Whiting cupola. 
80 miles southwest of Cleveland 





Rollovers: 1—Spo Model 9336, 800# Cap., 22” x 28” 
table, 914” draw. 
2—Tabor 22” x 32” table, 10” draw, 600 lbs. 
cap., air clamps. 
4—International Type G, Air Rollover, Foot 
draw, 600#, size 24” x 10”. 
6—International Type RJ, size 20” x 8”, Air 
jolt. 
4—International Type R, size 20” x 8”. 
3—Champion Type W22” and W16”, 12” and 
8” draw, hand rollover. 
Pushoff: 1—Osborn 3’ x 16’ table. 
2—Champion 38” x 40” table, 10” draw. 
JOLT SQUEEZERS 
HAYNES 
MILWAUKEE 124-6, 103 
OSBORN 210PJ, 275J, 276J 
SPO 110PJ, 113PJ 
Jolt Strippers: 3—International LP-6, 8” draw, 1000 
Ibs. jolt. 


MISCELLANEOUS MOLDING MACHINES 


1—Milwaukee, 2800 lbs, jolt, 32” x 38” table, 
12” draw. 

2—Milwaukee, 900 lbs. jolt, 17” x 21” table, 6” 
draw. 

Jolt Squeeze Pin Lift: 1—Milwaukee 145-1, 1700 lbs. 
jolt, 14” squeeze cyl., 8” draw, 25” x 30” 
table. 

6—Milwaukee, 600 lbs. cap., 4” draw, 17” x 21” 
table. 

2—Osborn 814-P, 700 lbs. jolt, 8” draw, 14” 
squeeze cyl. 

5—Osborn 720U, 600 Ibs. jolt, 4” 
squeeze cyl. 

1—Osborn 721U, 900 Ibs. jolt, 6” draw, 13” 
squeeze cyl. 

Jolt Plain: 1—-International Type J, 3000 lbs. jolt, 
36” x 48” table. 

1—International Type J, 10,000 Ibs. jolt 76” x 


draw, 11” 


76” table. 
1—Tabor Model B-4, 700 lbs. jolt, 18” x 24” 
table. 





OUR GUARANTEE 
IF YOU ARE NOT SATISFIED WITH OUR 
EQUIPMENT, YOU MAY RETURN IT FOR A 
FULL REFUND. 











We Buy and Sell One Piece of Equip- 
ment or Complete Foundries 











Telephone .. . GLenville 1-1222 
GUARANTEED FOUNDRY EQUIPMENT 











September 1955 
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AIR & ELECTRIC HOISTS 


12—INGERSOLL-RAND RC-7 Air Bloc 
Type, 700 lb. cap., w/roller chain 

194 INGERSOLL-RAND RC-5 Air Bloc 
Type Air Hoists, 500 lb. cap with 
roller chain, chain buckets pendant 
throttle controlled, 

25—INGERSOLL-RAND Air Hoists, Sizes 
A, B, D, D-6 and E, 500 to 10,000 Ib 

1—ELECTRO-LIFT 3000 lbs cap. 4 HP 

1—SHAW-BOX Load Lifter Jr. 1000 lbs 


CORE BLOWERS 


1—#2 DEMMLER. 

2— #92 OSBORN. 

2— #193 OSBORN, 

1— #91 OSBORN. 

1— #192 OSBORN. 
2—CB-400 CHAMPIONS. 


6—MILWAUKEE—Taccone Model A-3. 
5—REDFORD #1 Bench Type w/car- 
tridges 


CUT-OFF SAWS & STRAIGHTENERS 


1—TESSMER Model H Sprue Cutters 

1—CLIMAX #2A Wire Straightener 

1—DEWALT Model Me2V Foundry Type 
Cut-Off Saw with 10 HP motor, 


CORE OVENS 
1—FOUNDRY EQUIPMENT 4 Compart 
ment 6’ x 8’ x 10’ each, gas fired with 
controls, recirculating, like NEW. 
1—INDUCTION HEATING Dialectric Model 
M-S00A, 600 Ibs. per hour 300 hrs, use 
1—INDUSTRIAL Continuous Type, trays 
18” x 80” long, overall 83” high, gas 
fired recirculating. 
1—DETROIT Vertical Tower 45’ high, 4! 
pit, racks 14” w x 60” long, 31” centers 
w/2 adjustable shelves per rack 


CUPOLA BLOWERS & 
ACCESSORIES 
1—BASIO REFRACTORIES BRI Gun 
Model A10 (similar to Bondactor) 
1—FOXBORO Air Weight Controller 
I1—HAUCK Lighter Tank & Torch 
1—WHITING No. 6 Cupola 
1—ROOTS CONNERSVILLE Rotary Pos!- 
tive Blower, size 5%, with 40 HP. 
1—INGERSOLL-RAND Centrifugal Type 
FS-367 with 100 HP motor 
7—Furnace Blowers 1-3-5-7% HP, 16 oz 


DUST COLLECTORS & 
ROTO-CLONES 


1—AMERICAN AIR FILTER No. 14 Type 
W arrangement ‘‘C’’ with sludge ejector 
1—AMERICAN AIR FILTER No. 27 Type 
W arrangement ‘‘C,’’ with sludge ejector 
1—AMERICAN AIR FILTER Type N 
Size 10 with No. 14 Roto-Clone & sludge 
ejector, Grinding Bench type 
1—AMERICAN AIR FILTER Type N Size 
20, 20,000 CFM, with 75 HP motor. 
1—AMERICAN AIR FILTER Type N 
Size 24, 24,000 CFM, 75 HP motor 


ELECTRIC MELTING FURNACES 


5—DETROIT Type AA Rocking 750 to 1000 
Ibs, w/325 KVA Transformers 


GAS & OIL FIRED FURNACES 
1—LINDBERG-FISCHER MNP Size 1000 
gas or oil w/3 HP motor & blower. 
3—LINDBERG-FISCHER MNP Size 2400 


Ibs gas or oil fired, motorized, complete 
1—LINDBERG-FISCHER MNP Size 225 
Ibs, gas or oil, w/motor-blower etc 


2—LINDBERG-FISHER Type BBI, 400 Ib 
crucible type, hand tilt, gas or oil 

1—STROMAN Model U, 600 Ibs Reverbera- 
tory, tilting, gas or oil fired 

2—STANDARD #30 & #150 Crucible 
Stationary, gas or oil, w/motor-blower 

11—HAUSFELD #200 Crucible, stationary 
gas fired) NEW 1952 


Write for Completely New Illustrated Catalog of Used Foundry Equipment 


AAA MACHINERY & EQUIPMENT CO. 


RECONDITIONED & GUARANTEED EQUIPMENT 
FROM STOCK, FOR IMMEDIATE DELIVERY! 


1—STROMAN Model NP, 125-175 Crucible, 
Mechanical Tilt, gas fired. 

2—OAMPBELL-HAUSFELD  IPNT Iron 
Pot Type, 2000#’s Cap. gas or oil. 


G. E. INDUSTRIAL X-RAY 


Model KX 10, Type 1, 1135 volts, 50/60 
cycles, 13 amps. Serial 425456. 


GRINDERS—SWING—SNAGGING— 
STAND 

2--FOX #5 High Speed Stand, wheel 24” x 
3”—10 HP motor. 

1—FOX #7 High Speed Stand, wheel 30” x 
3”—15 HP motor. 

1—HAMMOND WR-1 Double End Snag, 
wheel 24” x 3”—10 HP motor. 

1—U. S. Electric Swing Frame, 15 HP, 
speed, wheel 24” x 3” x 12”. 

6—U, S. ELECTRIC #65 Snag Grinder, 
15 & 20 HP—4 speeds, wheel 30” x 4”. 

2—U. S. ELECTRIO #64 Snag Grinders, 
7% hp, adjustable speed, wheel 14” x 3”. 


LADLES & POURING DEVICES 


6—INDUSTRIAL Lip Pour 24” x 24” rated 
1600 lbs. enclosed Timken Gearing. 
41—MODERN 1500 Ib. Cylindrical Type, 
29” x 30”, w/bails, covers & stands. 
10—WHITING Models 1000 & 2000 Pouring 
Devices w/400 Ib ladle, hand tilt. 
3—WHITING 275# Cylindrical Type V- 
bail, 19” diam x 16” length, covered 
1—WHITING 10 ton lip pour, enclosed gear 


INDUCTION MELTING— 
HEAT TREATING 
1—LEPEL 30 KW Spark Gap Converter 
w/controls & 20 lb furnace & stand. 
1—300 KW G.E. alternating current gen- 

erator, 800 volt, 3600 RPM, 1 phase 
with 450 HP G.E. motor & controls. 
1—LINDBERG Model 4860 GH, Cyclone 
Type gas fired, with all controls. 
1—GENERAL ELECTRIC 1250 kva Induc- 
tion M.G. set 3000 cycles, with 1850 HP 


MOLDING MACHINES 
2—HERMAN Jolt Rollover Pattern Draw, 
6000 series, 42” x 78” table, 6000 lbs. 
2—HERMAN 40” x 60” Plain Jolt. 
1—INTERNATIONAL PKL Jolt Squeeze 
Strip, 18” x 24” table, 6” draw. 
1—INTERNATIONAL LP-10 Jolt Pin Lift. 
1—JOHNSON & JENNINGS #815 Jolt 
Rollover Pattern Draw, 30” x 40” table. 
1—JOHNSON & JENNINGS 612RBP Jolt 
Rollover Pattern Draw, table size 24” 
x 30”, 12” draw, 600# capacity. 
1—MILWAUKEE No. 1536 Jolt Pin Lift 
table 32” x 38”, 1500 Ib. jolt, 12” 
1—MILWAUKEE No. 125-3 Jolt Squeeze 
Pin Lift, table 21” x 27”, 1200# jolt 
2—OSBORN #710J Jolt Squeeze Pin Lift, 
16” x 25” table, 6” draw, 10” squeeze. 
1—OSBORN No. 563-9 Jolt Pin Lift 55” x 
63” table, 12” draw, 7000 Ibs. Jolt. 
1—OSBORN # 342-1 Jolt Rock-Over Pattern 
Draw, 23” x 38” table, 10” draw, 1000#. 
2—OSBORN #405 Jolt Rollover, table 57” 
x 64”, 26” draw, 3000 lbs jolt w/rollout. 
41—OSBORN #210 PJ Jolt Squeezers. 
4—OSBORN #40 & #42 Core Rollovers. 
1—OSBORN 710PV Vibrating Jolt Squeeze 
Pin Lift, table 16” x 25”, 6” draw. 
2—SPO #507 Jolt Rock-Over Pattern Draw, 
32” x 40” table, draw 10 to 20” 
1—SPO #508 Jolt Rock-Over Pattern Draw, 
28” x 30” table, 9” draw, 1200# jolt 
2—TABOR 22” x 42” Jar Rollovers. 
2—TABOR 30” x 40” Jar Rollovers, 


MATERIAL HANDLING EQUIPMENT 


1—FARQUHAR 18” x 35’ portable Trough. 
1—FARQUHAR 18” x 19’ Car Unloader. 
500’—-MATHEWS Gravity Roller Conveyor, 
10”—16”—-18” width FOUNDRY TYPE. 
1—LINK-BELT Overhead Conveyor, 100’ 
track, chain, trolleys, curved, motorized. 
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1—ELECTRIC BRIDGE Crane, 25’ span, 
with 2 ton R & M Hoist, 150’ track. 

1—JEFFREY Trough Belt Conveyor, 75’ 
centers, belt 24”, with motor drive. 

1—JEFFREY Trough Belt Conveyor, 103’ 
centers, 24” wide, with 18” x 24” mag- 


netic pulley motor 
two 20’ bridges (2) 
& two 12’ bridges 
beam & two 30’ br 


1—Pewer Crane, 25’ span, 120’ runways 


12” beam, Tramrail 


SHELL MOLDING 


1—B & P Fully Automatic Shell Investment 


Unit. Pattern size 
heater plate, injecto 


oven. Never used, cost $11,000.00. 


SAND MULLERS 


1—BEARDSLEY & PI 
1—BEARDSLEY & P 
Muller w/skip hoist, 


1—BEARDSLEY & PIPER #70. 

1—CLEARFIELD #404, cap 4 cubic feet. 
1—CINCINNATI Lab Muller 4 HP motor. 
1 


SIMPSON #1%, Sty 


enclosed gears w/skip loader. 
3—SIMPSON #2 style UD—skip loader. 


1—SIMPSON #2F, Styl 
2000 lb. batch size, 
skip hoist, aerator, 


SAND PREPARATORS 
1—B & P #70 Portable Preparator w/gy- 
rating screen, aerator, magnetic separa- 


tor, 90 cu. ft. hopper 
1—AMERICAN Model 
size 69/45, 
1—AMERICAN Model 
size 75/60. 


1—AMERICAN Sand Cutter, Model AA, 


6'0”, Serial No. 643 
6—BEARDSLEY & PI 
and L Screenerators. 
8—ROYER Sand Condi 


NC-2, NDP. C-2, etc., portable, 


Jr., 
1—SIMPLICITY Model 
SAND SLI 
1—B & P 19” Tractor 


1—B & P 16” Tractor Type, 13’ arm, mag- 
netic tower, 4’ ramming 4” tip. 


SHAKEOUTS & SCREENS 
1—ROYER Combination Shakeout & Sand 

Conditioning unit, serial #ST-47. 
i—SIMPLICITY 4’ x 6’ Model B, 5000#. 


1-—-SIMPLICITY 4’ x 


Automatic Crusher, 15,000# load. 
3—SIMPLICITY 3’ x 6’—Model BG, 5000#. 
1—SIMPLICITY 6’ x 8’ Model DE. 
1—SIMPLICITY 8’ x 10’ Model D, Dual 

Unit w/2—4’ x 10’ units, cap. 32,000#. 


SCAL 
1—FAIRBANKS MORS 


5’ platform, 6000 lb. capacity. 


1—TOLEDO Open Dial 
6000 Ibs capacity. 

1—TOLEDO Floor Ty 
dial, 200# capacity. 


TUMBLING BARRELS 
2—SLY 42” x 72” Square, with 10 HP 
Gearhead motor—magnetic brake, 


1—SLY 24” x 38” Type 
& reducer. 

1—-ROYERSFORD 36” 
drive. 


WHEELABRATORS & TABLAST 


1—AMERICAN 36” x 
hoist dust collector. 

1—AMERICAN 42” x 
skip hoist. 

1—AMERICAN 27” x 
skip hoist loader. 


1—PANGBORN 6 LG-14 Rotoblast table 6’, 


with (6) 24” tables, 


15539 SARANAC ROAD — CLEVELAND 10, OHIO —CALL LI. 1-6545 


3—LOUDEN MONORAIL SYSTEMS, ‘‘Su- 
per Track’’ (1) 110’ of 6” I-beam & 


& drive. 


140’ of 6” I-beam 
(3) 130’ of 11” I- 
idges; all complete. 


Hoist. 


20” x 24” w/dolly, 
r station & electric 


PER #60. 
IPER #50, Speed 
dust hood, 50 HP. 


le B separate drive, 


e UD, 80” pan dia., 
30 HP motor, with 
water meter. 


AM Sand Cutter, 
BD Sand Cutter, 
, Power all around. 
PER Models S, M 
tioners, all models, 


LP 2’ x 3’ Screen. 


NGERS 
Type, 13’ arm. 


10’ Model D with 


ES 


E Open Dial, 4’ x 
4’ x 5’ platform, 


pe Platform, open 


C w/7% HP motor 


x 60” w/motor & 


42” Tumblast, skip 
NEW 1951. 
48” Tumblast, with 


36” Tumblast with 


new 1952. 
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AIR COMPRESSORS 


1—40 HP SULLIVAN, Model B-Bim #8, 
WL 60 w/Receiver. 
BLOWERS 
1—85 HP G.E. Cupola Blower, 24 oz. 
3—7% HP FISHER, 16 oz. 
15—CENTRIFUGAL BLOWERS, 350 CFM 


10,500 CFM. 


CLEANING EQUIPMENT 

1—AMERICAN #1MULTITABLE, 6 
tables 15”, main table 45”. 

1—ROBBINS SHAKEOUT 4’ x 2’. 


to 


aux. 


1—PANGBORN 3% GK ROTOBLAST. 

1—AMERICAN #2 MULTITABLE, 5 ta- 
bles, 37” dia. 

5—US GRINDERS, double end, 10, 15, 20 
HP. 

4—GRINDERS, Swing frame, 15 HP. 

2—TUMBLING BARRELS, Cast Iron, 


36” x 24” w/2 HP Motor. 

2—TUMBLING BARRELS, Square, 34” x 
48”. 

2—TUMBLING BARRELS, Side Tilt, 18” 
wide x 20” deep. 

1—TABOR CUT-OFF Saw, 10HP. 

CONVEYORS 

4—SAND ELEVATORS, various sizes. 

1—STEEL PLATE MOLD, 90’ centers, 30” 
belt, w/drive. 

2—STEEL PLATE MOLD, 90’ centers, 24” 
belt, w/drive. 

6—SAND BELT CONVEYORS, 10’ centers 
to 140’ centers, 18” to 36” belt, com- 
plete w/drives and hoppers. 


2—CASTING CONVEYORS, wire mesh, 18” 
x 32” w/drive, 
FOUNDRY TYPE 


ROLLER CONVEYOR— 


ALL SIZES—SEND REQUIREMENTS 
CUPOLAS 
1—WHITING, #4. 
2—WHITING #6, Complete with Skip 
Charger. 
1—MORRIS #9, w/skip, mixing ladle, 


never used. 
1—WHITING #5, w/Blower & Air weight 
Control. 


1—MODERN, #3, 46’ shell, w/blower 

2—#11, with complete charging system, 
latest design. 

1—SKIP CHARGER, 3 bottom drop 
buckets, scale for #9 cupola. 


CORE BLOWERS 
1—CB-400 CHAMPION. 1 —3K DEMMLER. 


1—#55 DEMMLER., 1— #92 OSBORN. 
1—FEDERAL, San-Blo. 

6—#2 DEMMLER. 2—#2 BEDFORD. 
1—SB 13 INTL. 


FLASKS & CORE PLATES 


400 TONS, CAST STEEL, STRUCTURAL 
STEEL and STERLING TYPE FLOOR 
FLASKS—ALL SIZES. 

20 TONS, FLAT STEEL and PER- 
FORATED STEEL CORE PLATES. 
SEND FOR COMPLETE LISTINGS. 

FURNACES—DIRECT ARC MELTING 

1—250#/hr. Hydraulic Top Charge. 





1—500#/hr. 


- Dee CODD 


volume during the vacation months. 
how economically you can make necessary changes with .. . 


UNCONDITIONALLY GUARANTEED EQUIPMENT REBUILT BY UNIVERSAL 


MOORE, 


1 Ton WHITING Top charge. 
2 Ton SWINDELL, Top charge. 
10004 SWINDELL. 
-2 Ton WHITING top charge 
3000% HEROULTS. 
-2 Ton HEROULT. 
6 Ton HEROULT. 
everal 3 Ton to 10 Ton capacity Side and 


—10007# cap. 


Top Charge Furnaces. 


FURNACES—INDIRECT ARC 


DETROIT, 
DETROIT, 
DETROIT, 
750% LFY DETROIT. 
-800% BAILEYS. 

604% DETROIT, complete. 


complete 
complete 
complete 


2004 


3504 


cap. 
cap. 


FURNACES—INDUCTION MELTING 








1—330 KW AJAX w/2 1000# fur- 
naces. 








1 


We DO 


) eee. Po eee on ms HD 


ee hobo bot 


No oe no 


20KW AJAX Spark Gap High Fre- 
quency, 17 Ib. capacity in steel. 

25 KW AJAX HIGH FREQUENCY M. 
G. SET with CONTROLS, 50# CAP. 

60 KW, AJAX-TAMA-WYATT, Alum. 
80 KW, GE, 9600 Cy., MG Set, 

-333 KW, AJAX-TAMA-WYATT, 
Alum 

150 KW AJAX-WYATT, 1300# 
30 KW LEPEL, 5# crucible. 

3 KW AJAX, Lab. type. 


FURNACES—OIL AND GAS 


FISHER 4 Burner MNP, 1700%, 
WALKER YORK #400 cruc. 
coke fired. 

SKLENAR 600#, Oil fired. 
HAUSFELD 1000#, tilting, oil 
HAUSFELD Tilting, 1200 Mag. 

R & S Convection Draw, Car bottom, 
18’ 1 x 8’ w x 5’ h, oil fired, dismantled, 
controls. 


LADLES & POURING DEVICES 
6 TON TEAPOT, Worm Geared. 
WHITING 3 Ton, Bottom pour. 

10 TON BOTTOM POUR, 55” x 55”. 
415 TON BOTTOM POUR, 65” x 59”. 
45 TON TREADWELL, Excellent 
20 Ton lip Pour, 72” x 72” 
SWINDELL, Elec. Holding. 


MOLDING MACHINES 


Shell 


5 + 
15007 


bronze 


gas 
tilting, 


fired 


SHELL-O-MATIC Molding Ma- 
chine. 
HERMAN ROLLOVERS, 
HERMAN ROLLOVER, 1500#. 

SPO Port, Jolt Rollover, 7506-1. 
OSBORN #275J Jolt Squeezers. 
MILWAUKEE Jolt Pin Lift 32” x 38” 
MILWAUKEE Jolt Squeeze Strippers, 
#163 

J & J #612 Port Rollover, 24” x 30”. 
J & J #815-B Rollover 
INTERNATIONAL ‘‘G’’, 24 x 10” 
Rollovers. 
OSBORN Jolt 
#142 

TABOR Squeeze in 
OSBORN #243 Jolt 
OSBORN 7559 Jolt Stripper, 25” x 30”. 
DAVENPORT 28SA, 28” x 40”. 
HERMAN Rollover & Jar, 60007, 60” x 
SO”. 

HERMAN JOLT 
DAVENPORT #30-T 
TABOR POWER 
w/clamps, late 
TABOR Jolt Stripper, 
draw 


T50Z. 


Jolt 


Rollovers, Hand Draw, 
Head 16” x 18”, 
Rollover. 


ROLLOVERS, 3000. 
Jolt Strippers 
ROLLOVERS, 32232 


yd | A 


AND 


TELEPHONE READING 7-132] 


1 
2 
1 
1 
1 


1 


1 


WE'RE NOT SLOWING DOWN THIS SUMMER! 


UNIVERSAL is bringing prices down to the rock bottom to keep up our high 
Get our quotations and be surprised at 


MULLERS AND MIXERS 
SIMPSON #3, UNIT DRIVE. 
SIMPSON #3, enclosed gears. 
SIMPSON #2, Unit Drive. 
CLEARFIELD #610 and #920 
CLEARFIELD, #404. 
—BEARDSLEY & PIPER #60 
MULLER, 60 HP motor, 
LOADER, 

B & P #40 


SPEED- 
SKIP- 


SPEEDMULLOR. 


OVENS 

TOWER CORE OVEN, 14” x 60” 
45’ high, gas fired, dismantled. 
ROSS 2 comp., rack, gas, 6% x 14 x 7. 
-~-CRAWFORD, Gas Fired, 3 drawers. 
—HOTPOINT EDISON, ELECTRIC, 6 
drawers, 30” x 40” x 8”. 

YOUNG BROS. 3 compartment, kiln 
type electrically heated, with CONTROLS. 
YOUNG BROS. 2 compartment, drawer 
type, oil or gas, 82” h x 12’ w x 6’ 1. 


SAND CUTTERS 


~AMERICAN SAND CUTTERS. 
—MODEL ‘‘AA’’, 60” reel, Gas 


trays, 


Driven 


1—MODEL ‘‘K’’, 72” reel, Gas Driven. 


1—MODEL ‘‘F’’, 80” reel, Gas Driven. 


1 
1 


1 


1 
> 
9 


Te. 2 3S. 
70/102, 


—MODEL ‘‘D’’, 
—SANDMASTER, 
Rubber Tires, 


New in 1950, 


SAND LABORATORY EQUIPMENT 


TEST CORE BAKING OVEN #606. 


SAND PREPARATORS 
REDDY SAND UNIT. HANDY SANDY. 
JEFFREY SANDITIONERS, Portable. 


ROYER SAND BLENDERS, 16” belt, 

12” belt 

LINK BELT REVIVIFIER, Size 5. 

B & P SAND CONDITIONERS, porta- 

ble. 

HETHERINGTON & BERNER SAND 

DRYER, rotary, oil fired #552. 
SAND SLINGERS 

BEARDSLEY & PIPER MOTIVE JR. 


19” head. 
BEARDSLEY & PIPER STATIONARY, 


19” head, 8 ton plate feeder and hop- 
per, NEVER USED 

BEARDSLEY & 
TYPE 16” head, 
PORTABLE SLINGER, 
long, on Truck. 


TESTING MACHINES 


PIPER TRACTOR 
magnetic separator. 
16” head, 4’ 


TINIUS OLSEN, UNIVERSAL, 100,- 
0007 capacity. 

TINIUS OLSEN, BRINELL HARD- 
NESS, 3,000 KG. 

RIEHLE, UNIVERSAL, 2 screw me- 
chanical, 100,000#% capacity. 

RIEHLE, BRINELL HARDNESS, hy- 
draulic, 3,000 KG. 


ROCKWELL HARDNESS, #5JR with 
seo? Drea. 

BALDWIN - TATE - EMERY, UNIVER- 
SAL, Hydraulic tensile, 24,0007. 


TRUCKS 
HOUGH PAYLOADERS, Model HA, 
Hydraulic Trip. 
BELL PRIME MOVERS, 1000# capa- 
city, gas driven 








IN ADDITION: We are now 


liquidating several large 
foundries. Send your require- 
ments today. We'll fill them! 








EQUIPMENT CO. 





320 East Broad Street 
Shillington, Reading, Pa. 
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JOSEPH P. SPANG JR. 


“A majority of 
the employees 
at Gillette...” 


“The United States Savings Bonds program is good for 
the personal security of the bond buyer—good for the 
security and economy of the Country. A majority of the 
emplovees at Gillette Safety Razor Company purchase 
Savings Bonds the payroll savings way. Under this plan 
thev find it easy to save a tidy sum for retirement years, 
to pay that unexpected bill, or meet the expense of other 
emergencies that arise.” 
JOSEPH P. SPANG JR., President 
The Gillette Company 


Portrait by Fabian Bachrach 


If less than 50% of your employees are enrolled in the 
Payroll Savings Plan . . . if you have not conducted a 
person-to-person canvass in the past two years (or if 
you do not have the Plan), act now! Telephone, wire or 
write to Savings Bonds Division, U.S. Treasury Depart- 
ment, Washington, D. C. You will hear promptly from 
vour State Director, who will be glad to help you con- 
duct a person-to-person canvass that will put an appli- 
cation blank in the hands of every employee. That is all 
you have to do. Your employees will do the rest. They 


want to save for their personal security, 


The United States Government does not pay for this advertising. The Treasury Department 


thanks, for their patriotic donation, the Advertising Council and 
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Step ahead in this 
five billion dollar 
market with 


Foundry’s 


PLUS 5 
SERVICE 


What is PLUS 5? It’s your key to 
more business from foundries. It 
gives every FOUNDRY advertiser a 
bonus he can get from no other 
source. Here is help in analyzing this 
market—studying sales territories and 
potentials—planning the sales effort 
—and creating a constructive promo- 
tion program to the 5 billion dollar 
foundry market. It’s time to take a 
new look at this market—and at the 
unusual selling aids we have for you. 
Say PLUS 5 to your FOUNDRY rep- 
resentative and he'll show you this 
5-step program designed to move 


more of your products into foundries 


A Penton Publication 


FOUNDRY 


more than a magazine...a complete 
sales development service 


Penton Building, Cleveland 13, Ohio 


September 1955 











PROMPT DELIVERY! 


FOR A QUICKER START TO SAVINGS 


Combs Gyratory Foundry Riddles combine smooth, 
even motion with fast, low-cost operation! 
Whether you screen core or molding sand, you'll 
find that Combs Riddles provide thorough sifting, 
mixing, aerating—whatever the job calls for. 

Write today for illustrated folder which describes 
just the Combs Riddle for your plant. 
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TYPE “CS” 


4 mcm, pa rl BH Ue EE kal | 4 P| 


with 24” square 
screen and auto- 
matic discharge 


TYPE “HE 
LAB SIFTER 


for sand control 


‘EXPE “Vv” 


with 20” sieve 


also made with 
36" sieve 


TYPE"“CR’ (lllus.) 


with 24 sieve 


These Combs Foundry Riddles cost 
less than 1¢ an hour for power. You 
can remove the steel rim, empty it 
and replace it in just seconds. You 
save up to 97% on your labor costs. 


Prompt Delivery From Your 
Foundry Supply House 


GREAT WESTERN 
MANUFACTURING CO. 


LEAVENWORTH, KANSAS 
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crane-hook eye. 


CASTIN 
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all sizes 


MODERN 2000 Ib. Cylindrical Covered Ladle 
with special bail. Tilted by motor or hand all types 
wheel, 








MODERN 171” Top- 
Diameter Tapered 
Covered Ladle with 
No. 1 Type Shank, 
Roller Bearing Trun- 
nions and Detachable 
Bail. 












| ET, 









MODERN 800 Ib. Geored, Covered and in- MODERN Special, 1500 Ib. Covered and In- MODERN 800 Ib. Geared, Covered, 5: 
sulated Cylindrical Ladle with square bail and sulated Geared Ladle with 5 Spouts. Sided Ladle with Square 


AUTOMOTIVE 


MODERN LADLES 





Ask Your MODERN Representative 
or Write for Latest Ladle Bulletin. 
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MODERN 1200 Ib. Geared, Single Shelfe™ 
\ Covered and Insulated Ladle with V-Bai 
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MODERN 400 Ib. Covered and Insulc 
Cylindrical Ladle; No. 1 Type Shank, Ro 
Bearing Trunnions, and Detachable 5 
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CHES: 


MODERN Special 6000 /b. 
shaped, Covered and insu 
ed, Motor Driven Mixing 
dle, A coupling connects ¢ 
to ladle; makes bow! remov 
able for re-lining. 







CUPOLAS * CUPOLA CHARGERS * LADLES 
OF ALL TYPES * POURING DEVICES 
METAL POURING SYSTEMS * CRANE AND 






H THEY’RE NEW! THEY’RE DIFFERENT! 


ey 


FOR BETTER CASTINGS—AT LOWER COST 





STEVENS GRAPH-KOTE 


A GRAPHITE CORE COATING 


The unretouched illustrations at the left show (A) a core 
that has been dipped in the new Stevens Graph-Kote 
Core Coating while (B) shows another core dipped in an 
ordinary core coating. Observe the difference between 
these two coatings. Stevens Graph-Kote shows no bleed, 
no run-down, no tear-drops, no build-up, while the other 
coating shows all of these defects. The new Stevens 
Graph-Kote produces better castings at lower cost when 
used on cores and molds for grey iron, non-ferrous and 
alloy castings. It produces a true grey iron color on castings. 


STEVENS RED-SKIN 


A REFRACTORY CORE COATING 


Below are shown unretouched photographs of (C) a core 
dipped in the new Stevens Red-Skin Core Coating and 
(D) a similar core dipped in a standard type carbon-free 
core coating. Note the difference between these coatings. 
Stevens Red-Skin does not run, streak, tear-drop or pile 
up at the edge of the core. The other coating shows in- 
ferior application. The new Stevens Red-Skin reduces 
costs and aids in the production of better castings when 
used on molds and cores for steel, grey 
iron and non-ferrous. It is carbon-free 
and is highly refractory. 





After months of research, formulation and 
esting in foundries under varied conditions, 
he Stevens Laboratories are proud to intro- 
luce two new and different core coatings — 
Stevens Graph-Kote and Stevens Red-Skin. 
Both have advantages to foundrymen. 


ill Reduce Labor Cost: Since both Graph-Kote and 
Red-Skin are “short” they coat only where a coating is 
eeded. The dip line is sharp. No run-downs, sags, tear- 
lrops or build-up to clean from cores. Cores can be dipped 
aster, core prints and assemblies fit accurately and con- 
eyors and oven racks are kept cleaner. 


Both Have Deep Penetration: For protection against metal 
penetration Graph-Kote and Red-Skin seal several layers of 
and to insure easy peel from castings. An even, uniform 
oating gives ample coverage to produce clean castings. 


Are Tough and Rugged: Will withstand the most severe 
onditions of impinging and flowing metal since the coat- 
ings are firmly anchored to mold and core surfaces and 
Are resistant to high pouring temperatures. 


Other Advantages: Stevens Graph-Kote and Red-Skin 
orm smooth, foam-free solutions. They are ready to use, 
ith no waiting period, as soon as they are completely mixed. 
Can be stored indefinitely without deteriorating in poly- 
ethylene lined containers. 
To get better castings at lower cost investigate Stevens 
taph-Kote and Red-Skin Core Coatings today. 


CHES: BUFFALO + CLEVELAND + INDIANAPOLIS » NEW HAVEN 

















